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(54) MANUFACTURE OF RARE-EARTH BOND MAGNET 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a rare-earth bond magnet having a low hole rate, high dimensional 
precision, excellent moldability and excellent magnetic characteristics. 

SOLUTION: First, rare-earth magnetic powder, binder resin composed of thermoplastic resin and 
antioxidant are mixed with predetermined ratios and the mixture is kneaded at a temperature higher than 
the heat deformation temperature. Then the kneaded mixture is granulated or rectified to obtain grains. 
The grains are subjected to the compression molding at a 1st temperature at which the thermoplastic resin 
is softened or melt and then cooled to a 2nd temperature which is at least lower than the 1st temperature 
while the pressure is applied and the thermoplastic resin is solidified to obtain a rare-earth bond magnet. It 
is recommended that the 2nd temperature is lower than the melting point or the heat deformation 
temperature of the thermoplastic resin. 
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CLAIMS 



[Claim(s)] 

[Claim 1] A manufacture method of a rare earth bond magnet which comes to join together rare earth 
magnet powder characterized by providing the following with joint resin which consists of thermoplastics A 
process which mixes and kneads said rare earth magnet powder and said joint resin, and manufactures a 
kneading object They are a granulation or the process which carries out a particle size regulation and 
which is used as a granular object about said kneading object. A process which carries out pressing at the 
1st temperature from which said joint resin will be in softening or a melting condition using said granular 
object A process cooled in the state of application of pressure to the 2nd temperature which is said under 
1 st temperature at least 

[Claim 2] Said kneading is the manufacture method of a rare earth bond magnet according to claim 1 which 
is the temperature more than heat deflection temperature of said joint resin, and is performed so that a 
front face of said rare earth magnet powder may be in the condition of having been covered with melting or 
a softened joint resinous principle. 

[Claim 3] A manufacture method of a rare earth bond magnet according to claim 1 or 2 that a content of 
said rare earth magnet powder in said kneading object is 90 - 99wt%. 

[Claim 4] A manufacture method of a rare earth bond magnet according to claim 1 to 3 which contains an 
anti-oxidant in said kneading object. 

[Claim 5] A manufacture method of a rare earth bond magnet according to claim 4 that a content of said 
anti-oxidant in said kneading object is 0.1 - 2wt%. 

[Claim 6] Said granulation or particle size regulation is the manufacture method of a rare earth bond 
magnet according to claim 1 to 5 performed by grinding. 

[Claim 7] mean particle diameter of said granular object — 10 micrometers - a manufacture method of a 
rare earth bond magnet according to claim 1 to 6 which is 2mm. 

[Claim 8] Said pressing is the manufacture method of a rare earth bond magnet according to claim 1 to 7 
which is compression molding. 

[Claim 9] Said 2nd temperature is the manufacture method of a rare earth bond magnet according to claim 
1 to 8 which is the melting point of said joint resin. 

[Claim 10] Said 2nd temperature is the manufacture method of a rare earth bond magnet according to 
claim 1 to 8 which is the heat deflection temperature of said joint resin. ^ 

[Claim 1 1] A manufacture method of a rare earth bond magnet according to claim 1 to 10 that a difference 
of said 1st temperature and said 2nd temperature is 20 degrees C or more. 

[Claim 12] Cooling in said application-of-pressure condition is the manufacture method of a rare earth 
bond magnet according to claim 1 to 1 1 performed continuously, without canceling application of pressure 
in the case of said pressing. 

[Claim 13] A manufacture method of a rare earth bond magnet according to claim 1 to 12 that a pressure 
at the time of cooling in said application-of-pressure condition is less than [ an EQC or it ] to compacting 
pressure at the time of said pressing. 

[Claim 14] A pressure at the time of cooling in said application-of-pressure condition is the manufacture 
method of a rare earth bond magnet according to claim 1 to 13 currently uniformly held to the melting point 
of said joint resin at least. 



[Claim 15] A pressure at the time of cooling in said application-of-pressure condition is the manufacture 
method of a rare earth bond magnet according to claim 1 to 13 currently uniformly held to temperature 
between said 1st temperature and 2nd temperature at least. 

[Claim 16] A cooling rate at the time of cooling in said application-of-pressure condition is the 
manufacture method of a rare earth bond magnet according to claim 1 to 15 which is 0.5-100 degrees 
C/second. 

[Claim 17] Compacting pressure at the time of said pressing is 2 60 kgf/mm. A manufacture method of a 
rare earth bond magnet according to claim 1 to 16 which is the following. 



[Translation done.] 



* NOTICES * 

- Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

"I.This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] This invention relates to the manufacture method of a rare 

earth bond magnet, and the constituent for rare earth bond magnets. 

[0002] 

[Description of the Prior Art] Pressing of the rare earth bond magnet is carried out to the magnet 
configuration of a request of the mixture (compound) of rare earth magnet powder and joint resin (organic 
binder), and it is manufactured. It divides roughly into the shaping method by this pressing, and there are 
compression forming, an injection-molding method, and an extrusion method in it. 

[0003] Compression forming is the method of being filled up with said compound into press metal mold, 
pressing this at predetermined temperature and acquiring a Plastic solid, making harden it after that, when 
joint resin is thermosetting resin, and using as a magnet. Compared with other methods, the amount of 
resin of this method in the magnet with which the amount of joint resin was obtained since it was able to 
fabricate at least decreases, and it is advantageous for improvement in magnetic properties. 
[0004] An extrusion method is the method of carrying out cooling solidification, while extruding said 
compound by which heating melting was carried out from the metal mold of an extruding press machine, 
and cutting to the desired length and using as a magnet. Although there is an advantage that the flexibility 
to a magnetic configuration is large and the magnet of thin meat and a long picture can also be 
manufacture easily , by this method , in order to secure the fluidity of the melt at the time of shaping t 
there is a defect that there are many amounts of resin in the magnet which needed to make [ many ] the 
addition of joint resin compared with it of compression forming , therefore was obtained , and there is an 
inclination for magnetic properties to fall . 

[0005] An injection-molding method is the method of carrying out heating fusion of said compound, pouring 
in this melt into metal mold, where sufficient fluidity is given, and fabricating in a predetermined magnet 
configuration. By this method, the flexibility to a magnetic configuration has the advantage that it is still 
larger compared with an extrusion method, and a variant magnet can also be manufactured especially easily. 
However, since level with the fluidity of the melt at the time of shaping higher than said extrusion method 
is required, the addition of joint resin has the defect that there are many amounts of resin in the magnet 
which needed to make [ more / still ] it compared with it of an extrusion method, therefore was obtained, 
and there is an inclination for magnetic properties to fall. 
[0006] 

[Problem(s) to be Solved by the Invention] By the way, compression molding which can fabricate a magnet 
with the magnetic highest engine performance among the above all directions methods has a defect [ like / 
next ]. 

[0007] Although the density of a Plastic solid is high, in order that the rare earth bond magnet 
manufactured by the 1st may show the inclination for a void content to become high, its mechanical 
strength is weak and it is inferior to corrosion resistance in it. Therefore, it sets especially to compression 
forming and is compacting pressure 70 kgf(s)/mm 2 High-pressure molding made into the above and high 
voltage was utilized, and it was coped with by performing coating processing for corrosion prevention etc. 
after shaping. However, the burden of high-pressure molding to that of a making machine is large, and when 



performing coating processing for corrosion prevention, the process for it is added and it causes lowering 
-of the productivity by complication of a manufacturing process, and lifting of a manufacturing cost. 
[0008] Since resin is in the condition of not hardening, change of the physical properties by hardening of 
resin and change of the physical properties by water absorption arise, and, as for the compound which used 
[ 2nd ] thermosetting resin, the moldability of a compound changes with time. By this, even when it 
fabricates on the same conditions, the size and density of a Plastic solid change, and fabricating to stability 
becomes difficult. Moreover, when thermosetting resin is used, in order a curing (hardening) process is 
needed, and change of the size by the reaction of the resin at the time of curing arises it not only leads to 
an increment and cost rise of a process by this, but and to secure an aim size, amendment of a metal mold 
size is needed and size reservation is not easy. 

[0009] Moreover, in the case of the conventional compression molding, both solid thing and liquefied thing 
are used at a room temperature as thermosetting resin. Among these, when the former solid-state resin is 
used, although ****** is comparatively good, its moldability is bad, and the inclination for a void content to 
become high more is shown. Moreover, the dispersibility of resin and magnet powder is bad, consequently a 
mechanical strength falls. On the other hand, although it is possible to acquire the Plastic solid of high 
density when the latter liquefied resin is used, the physical properties of resin change sensitively under the 
effect by the environment at the time of shaping (temperature, humidity), and the restoration nature to 
metal mold falls. 

[0010] Therefore, variation arises to a magnetic aim size, namely, dimensional accuracy is bad and lacks in 
the stability of shaping. Especially, in the case of a small magnet, this defect becomes remarkable. Thus, 
since the variation in a size is large, in order to secure the aim size of the last magnet product, after 
fabricating more greatly than an aim size, fabricating, such as a cut and polishing, needs to adjust a size. 
Since the increment in a process is caused and a poor material is generated by processing by this, 
productivity falls and a manufacturing cost increases. Moreover, in order to cancel such a defect, a special 
device must be given to the structure and the forming cycle of a making machine, consumption of a making 
machine is also remarkable and the cycle time of shaping also becomes long. 

[001 1] Furthermore, it is one of the causes that the 1st and 2nd above defects also have unsuitable 
manufacture method of a compound, manufacture conditions, temperature conditions at the time of shaping, 
cooling conditions after shaping, etc. 

[0012] Therefore, the object of this invention is to offer the manufacture method of a rare earth bond 
magnet that the rare earth bond magnet of the low void content excellent in a moldability, magnetic 
properties, and dimensional stability can be manufactured easily. 
[0013] 

[Means for Solving the Problem] Such an object is attained by this invention of following the (1) - (17). 
[0014] (1) A process which is the manufacture method of a rare earth bond magnet which comes to join 
rare earth magnet powder together with joint resin which consists of thermoplastics, mixes and kneads said 
rare earth magnet powder and said joint resin, and manufactures a kneading object, A process which 
carries out pressing of said kneading object at a granulation or a process which carries out a particle size 
regulation, and which is used as a granular object, and the 1st temperature from which said joint resin will 
be in softening or a melting condition using said granular object, A manufacture method of a rare earth 
bond magnet characterized by having a process cooled in the state of application of pressure to the 2nd 
temperature which is said under 1st temperature at least. 

[0015] (2) Said kneading is the manufacture method of a rare earth bond magnet given in the above (1) 
which is the temperature more than heat deflection temperature of said joint resin, and is performed so 
that a front face of said rare earth magnet powder may be in the condition of having been covered with 
melting or a softened joint resinous principle. 

[001 6] (3) A manufacture method of a rare earth bond magnet given in the above 1 or 2 whose contents of 
said rare earth magnet powder in said kneading object are 90 - 99wt%. 

[0017] (4) The above (1) which contains an anti-oxidant in said kneading object thru/or a manufacture 
method of a rare earth bond magnet given in either of (3). 



[0018] (5) A manufacture method of a rare earth bond magnet given in the above (4) whose content of said 
anthoxidant in said kneading object is 0.1 - 2wt%. 

[001 9] (6) Said granulation or particle size regulation is the manufacture method of a rare earth bond 
magnet the above (1) performed by grinding thru/or given in either of (5). 

[0020] (7) mean particle diameter of said granular object — 10 micrometers - a manufacture method of a 
rare earth bond magnet the above (1) which is 2mm thru/or given in either of (6). 

[0021] (8) Said pressing is the manufacture method of a rare earth bond magnet the above (1) which is 
compression molding thru/or given in either of (7). 

[0022] (9) Said 2nd temperature is the manufacture method of a rare earth bond magnet the above (1) 
which is the melting point of said joint resin thru/or given in either of (8). 

[0023] (10) Said 2nd temperature is the manufacture method of a rare earth bond magnet the above (1) 
whjch is the heat deflection temperature of said joint resin thru/or given in either of (8). 
[0024] (11) The above (1) whose difference of said 1st temperature and said 2nd temperature is 20 
degrees C or more thru/or a manufacture method of a rare earth bond magnet given in either of (10). 
[0025] (12) Cooling in said application-of^pressure condition is the manufacture method of a rare earth 
bond magnet the above (1) performed continuously, without canceling application of pressure in the case of 
said pressing thru/or given in either of (11). 

[0026] (13) The above (1) whose pressure at the time of cooling in said application-of^pressure condition 
is less than [ an EQC or it ] to compacting pressure at the time of said pressing thru/or a manufacture 
method of a rare earth bond magnet given in either of (12). 

[0027] (14) A pressure at the time of cooling in said application-of^pressure condition is the manufacture 
method of a rare earth bond magnet the above (1) currently uniformly held to the melting point of said joint 
resin at least thru/or given in either of (13). 

[0028] (15) A pressure at the time of cooling in said application-of-pressure condition is the manufacture 
method of a rare earth bond magnet the above (1) currently uniformly held to temperature between said 
1st temperature and 2nd temperature at least thru/or given in either of (13). 
[0029] (1 6) A cooling rate at the time of cooling in said application-of^pressure condition is the 
manufacture method of a rare earth bond magnet the above (1) which is 0.5-100 degrees C/second 
thru/or given in either of (1 5). 

[0030] (17) Compacting pressure at the time of said pressing is 2 60 kgf/mm. The above (1) which is the 

following thru/or a manufacture method of a rare earth bond magnet given in either of (16). 

[0031] 

[Embodiment of the Invention] Hereafter, the manufacture method of the rare earth bond magnet of this 
invention is explained to details. 

[0032] The manufacture method of the rare earth bond magnet of this invention mainly has the following 
processes. * 
[0033] Manufacture **** of the kneading object of the constituent for <1> rare-earth bond magnets and 
the constituent for rare earth bond magnets (only henceforth a "constituent") are adjusted. This 
constituent mainly consists of rare earth magnet powder and joint resin (binder). Moreover, an antioxidant 
is contained preferably and other additives are added if needed. It is mixed using mixers and agitators, such 
as a Henschel mixer, further, each of these constituents are kneaded so that it may mention later, and they 
obtain a kneading object. 

[0034] Hereafter, each of these constituents are explained. 

[0035] 1. What consists of an alloy containing rare earth elements and transition metals as rare earth 
magnet powder rare earth magnet powder is desirable, and following [1] - [4] is desirable especially. 
[0036] [1] What makes a fundamental component the rare earth elements which are mainly concerned with 
Sm, and the transition metals which are mainly concerned with Co (henceforth a Sm-Co system alloy). 
[0037] [2] What makes a fundamental component the transition metals which are mainly concerned with R 
(at least one sort however, among the rare earth elements with which R contains Y), and Fe, and B 
(henceforth a R-Fe-B system alloy). 



[0038] [3] What makes a fundamental component the rare earth elements which are mainly concerned with 
Sm, the transition metals which are mainly concerned with Fe, and the element between grids which is 
mainly concerned with N (henceforth a Sm-Fe-N system alloy). 

[0039] [4] What makes a fundamental component transition metals, such as R (at least one sort however, 
among the rare earth elements with which R contains Y), and Fe, and has a magnetic phase on nano meter 
level (henceforth a "nano crystal magnet"). 

[0040] [5] The above [1] What mixed at least two sorts in the thing of a presentation of - [4], In this case, 
it can have the advantage of each magnet powder to mix simulataneously, and more excellent magnetic 
properties can be acquired easily. 

[0041] As a typical thing of a Sm-Go system alloy, SmCo5 and Sm2 TM17 (however, TM, transition metals) 
are mentioned. 

[0042] As a typical thing of a R-Fe-B system alloy, a Nd-Fe-B system alloy, a Pr-Fe-B system alloy, a 
Nd-Pr— Fe-B system alloy, a Ce-Nd-Fe-B system alloy, a Ce-Pr-Nd-Fe-B system alloy, the thing that 
replaced a part of Fe in these with other transition metals, such as Co and nickel, are mentioned. 
[0043] It is Sm2 Fe1 7N3 which nitrided and produced Sm2 Fe1 7 alloy as a typical thing of a Sm-Fe-N 
system alloy. It is mentioned. 

[0044] as said rare earth elements in magnet powder, Y, La, Ce, Pr, Nd, Pm, Sm, Eu, Gd, Tb f Dy, Ho, Er, Tm, 
Yb, Lu, and a misch metal mention — having — these — one sort — or two or more sorts can be included, 
moreover, Fe, Co, nickel, etc. mention as said transition metals — having — these — one sort — or two or 
more sorts can be included. Moreover, in order to raise magnetic properties, in magnet powder, B, aluminum, 
Mo, Cu, Ga, Si, Ti, Ta, Zr, Hf, Ag, Zn, etc. can also be contained if needed. 

[0045] Moreover, especially the mean particle diameter of magnet powder is 0.5-100 micrometers, although 
not limited. A degree is desirable and it is 1-50 micrometers. A degree is more desirable, in addition, the 
particle size of magnet powder etc. — for example, F.S.S.S. (Fischer Sub-Sieve Sizer) — it can measure 
by law. 

[0046] Moreover, even when the particle size distribution of magnet powder is uniform, even if it distributes 
to some extent (there is variation), it is good, but latter one is desirable in order to obtain the good 
moldability at the time of shaping by a small amount of joint resin which is mentioned later. Thereby, the 
void content of the obtained bond magnet can also be reduced more. In addition, in the above [5], the mean 
particle diameter may differ for every presentation of the magnet powder to mix. 

[0047] It may be the quenching thin band manufacturing installation used for especially the manufacture 
method of magnet powder not being limited, for example, producing an alloy ingot by dissolution and casting, 
grinding this alloy ingot to a moderate grain size, and manufacturing a ********** (classifying further) thing 
and an amorphous alloy, and any are [ a ribbon-like quenching flake (detailed polycrystals gather) may be 
manufactured, this flake (thin band) may be ground to a moderate grain size, and ] sufficient as a 
********** (classifying further) thing etc. 

[0048] It is desirable that it is about 90-99wt%, as for the content in the inside of the kneading object of 
the above magnet powder, it is more desirable that it is about 93-99wt%, and it is more desirable that it is 
about 95-99wt%. If improvement in magnetic properties (especially magnetic energy product) cannot be 
aimed at if there are too few contents of magnet powder, and there are too many contents of magnet 
powder, the content of joint resin will decrease relatively and a moldability will fall. 
[0049] 2. Joint Resin (Binder) 

Thermoplastics is used as joint resin (binder). Although it is advantageous compared with the case where 
thermosetting resin is used when obtaining the magnet of a low void content when thermoplastics is used 
as joint resin, in this invention, the temperature conditions at the time of shaping mentioned later, cooling 
conditions, and a conjointly more low void content are realizable. 

[0050] As thermoplastics, for example A polyamide (example: nylon 6, Nylon 46, Nylon 66, Nylon 610, Nylon 
612, Nylon 11, Nylon 12, Nylon 612, nylon 6 -66), Liquid crystal polymers, such as thermoplastic polyimide 
and aromatic polyester system resin, Polyphenylene oxide, polyphenylene sulfide, polyethylene, Polyolefines, 
such as polypropylene and an ethylene-vinylacetate copolymer, The copolymer which is mainly concerned 



with these, a blend object, a polymer alloy, etc. are mentioned, and denaturation polyolefine, a polyether, 
polyacetal, etc. can mix and use 1 of sorts of these, and two sorts or more. 

[0051] among these — also coming out — that which is mainly concerned with polyolefine is desirable in 
respect of that which is excellent in a moldability, and is mainly concerned with a liquid crystal polymer and 
polyphenylene sulfide from the point of a polyamide or its copolymer, and heat-resistant improvement 
since the mechanical strength is strong, the ease of shaping, or low cost. Moreover, these thermoplastics is 
excellent also in kneading nature with magnet powder. 

[0052] It is desirable that the melting point is a thing 120 degrees C or more, as for the thermoplastics 
used, it is more desirable that it is what is 122 degrees C - 400 degrees C, and it is still more desirable 
that it is what is 125 degrees C - 350 degrees C. The thermal resistance of a magnet Plastic solid falls 
that the melting point is the thing of under said lower limit, and it becomes difficult to secure sufficient 
temperature characteristic (magnetic or mechanical). Moreover, the temperature at the time of shaping 
rises that it is that to which the melting point exceeds said upper limit, and it becomes easy to produce 
oxidation of magnet powder etc. 

[0053] Moreover, in order to raise a moldability more, as for the average molecular weight (polymerization 
degree) of the thermoplastics used, it is desirable that it is 10000 to about 60000, and it is more desirable 
that it is 10000 to about 35000. 

[0054] It is desirable that it is about 1-10wt%, as for the content in the inside of the kneading object of the 
above joint resin, it is desirable that it is about 1-8wt%, and it is still more desirable that it is about 1-5wt%. 
When there are too many contents of joint resin, the inclination to be unable to aim at improvement in 
magnetic properties (especially the maximum magnetic energy product), and for dimensional accuracy to 
fall is shown. Moreover, if there are too few contents of joint resin, a moldability will fall. 
[0055] 3. An antioxidant antioxidant is an additive added in this constituent, in order to prevent the 
deterioration (generated when the metal component of rare earth magnet powder works as a catalyst) by 
the oxidation degradation of rare earth magnet powder, or oxidation of joint resin in the case of 
manufacture of a kneading object etc. Addition of this antioxidant prevented oxidation of rare earth magnet 
powder, and it has played the role important at the time of kneading of the constituent for rare earth bond 
magnets, when contributing to improvement in the thermal stability at the time of shaping and securing a 
good moldability in the small amount of joint resin while it contributes to aiming at improvement in magnetic 
magnetic properties. 

[0056] Since this antioxidant volatilizes or deteriorates in the time of kneading and shaping to a magnet 
etc., after that part has remained, it exists in the manufactured rare earth bond magnet. 
[0057] The chelating agent which what kind of thing is sufficient as as an antioxidant as long as it can 
prevent or control oxidation of rare earth magnet powder etc., for example, generates a chelate compound 
to metal ions, such as an amine system compound, an amino acid system compound, nitro carboxylic acids, 
a hydrazine compound, a cyanide compound, and a sulfide, especially Fe component is used suitably. In 
addition, it cannot be overemphasized about the class of antioxidant, and a presentation that it is not 
limited to these things. 

[0058] When adding such an antioxidant, as for the content of the antioxidant in a kneading object, 
considering as about 0.1-2wt% is desirable, and considering as about 0.5-1. 5wt% is more desirable. In this 
case, as for the content of an antioxidant, it is desirable that it is about 2 - 150% to the content of joint 
resin, and it is more desirable that it is about 30 - 100%. 

[0059] In addition, it cannot be overemphasized that the addition of an antioxidant may be below the lower 
limit of said range, and you may be additive-free in this invention. 

[0060] The addition of said joint resin and antioxidant is determined with careful attention to the following. 
[0061] That is, when there is little joint resin, the amount of magnet powder increases relatively and the 
viscosity of the kneading object in the case of kneading becomes high, and kneading torque increases and 
it becomes the inclination for oxidation of resin to be promoted by pyrexia. If there are few amounts of 
antioxidants at this time, it will become impossible to fully control oxidation of resin, viscosity lifting of a 
kneading object (resin melt) will arise, kneading nature and a moldability will fall, and the magnet which was 



excellent in dimensional stability with the low void content and the high mechanical strength will not be 

obtained. Moreover, when there are many amounts of antioxidants, the amount of resin decreases relatively 

and the inclination for the mechanical strength of a Plastic solid to fall is shown. 

[0062] On the other hand, when there is much joint resin, the amount of magnet powder decreases 

relatively, the effect to the resin of magnet powder falls, and oxidation of resin stops being able to happen 

easily. Therefore, an antioxidant becomes possible [ controlling oxidation of resin at least ]. 

[0063] Thus, if there are comparatively many contents of joint resin, the content of an antioxidant can be 

lessened, and if reverse has few contents of joint resin, it is necessary to make [ many ] the content of an 

antioxidant. 

[0064] Therefore, as for the sum total content of the joint resin in a kneading object, and an antioxidant, it 
is desirable that it is 1.0 - 8.0wt%, and it is more desirable that it is 2.0 - 6.0wt%. By considering as such a 
range, it contributes to improvement in antioxidizing, such as a moldability at the time of shaping, the ease 
of shaping, and magnet powder, and the magnet of a low void content, a high mechanical strength, and high 
magnetic properties is obtained. 

[0065] 4. In other additives and a kneading object, various additives, such as a plasticizer (for example, 
fatty-acid salts, such as zinc stearate, a fatty acid), lubricant (for example, various inorganic lubricant, such 
as silicone oil, various waxes, a fatty acid, an alumina, a silica, and a titania), and other shaping assistants, 
may be added if needed. 

[0066] Since addition of a plasticizer raises the fluidity at the time of shaping, it makes it possible to be 
able to acquire the same property with the addition of fewer joint resin, and to press with lower moulding 
pressure. The same is said of addition of lubricant. As for the addition of a plasticizer, it is desirable that it 
is about 0.01-0.2wt%, and, as for the addition of lubricant, it is desirable that it is about 0.05-0.5wt%. 
[0067] Other additives are mixed with an antioxidant if needed as preferably as the above rare earth 
magnet powder and joint resin, it kneads further, and a kneading object is manufactured. 
[0068] Mixing is performed using mixers and agitators, such as a Henschel mixer. 

[0069] Kneading is performed using kneading machines, such as for example, a biaxial extrusion kneading 
machine, a roll type kneading machine, and a kneader. 

[0070] This kneading is preferably performed at the temperature more than the heat deflection 
temperature (it measures by the method by ASTM D648) of the joint resin to be used, and the temperature 
more than the melting point of the joint resin used more preferably. 

[0071] For example, when a polyamide (heat deflection temperature of 145 degrees C, melting point of 178 
degrees C) is used as joint resin, a desirable kneading temperature is about 150-280 degrees C. Moreover, 
although mixing time changes with the class of joint resin, and terms and conditions, such as kneading 
temperature, it is usually made into about 5-40 minutes. 

[0072] Moreover, this kneading is fully performed so that the front face of rare earth magnet powder may 
be in the condition of having been covered with melting or the softened joint resinous principle. Although 
the mixing time for acquiring such a condition changes with terms and conditions, such as a class of joint 
resin, and a kneading machine to be used, kneading temperature, when it kneads at said kneading 
temperature, it is desirable to usually consider as about 5 - 90 minutes, and it is more desirable to consider 
as about 5-60 minutes. 

[0073] Since it is kneaded after the viscosity of joint resin has fallen while being able to knead to 
homogeneity more in a short time compared with the case where the effectiveness of kneading improves 
and it kneads in ordinary temperature by kneading on such conditions, it will be in the condition that joint 
resin covered the perimeter of rare earth magnet powder to homogeneity, and it will contribute to 
reduction of the void content in the magnet with which the void content in a kneading object was 
decreased namely, manufactured. 

[0074] in addition, the case where n kinds of thermoplastics is mixed and used as joint resin — the above 
"heat deflection temperature (or melting point) of the joint resin to be used" — for example, it is 
convertible as follows. 

[0075] the amount of each thermoplastics when making the sum total of thermoplastics into 1 weight 



section — respectively — A1 and A2 ... An the weight section and the heat deflection temperature (or 
melting point) of each thermoplastics — respectively — T1 and T2 ... Tn ** — the heat deflection 
temperature (or melting point) of the thermoplastics used when it carries out — A1 T1+A2 T2+ ... An Tn It 
is expressed. In addition, in the following processes, these conversion are made the same, also when mixing 
and using n kinds of thermoplastics. 

[0076] the kneading object manufactured with the manufacture above <1> of <2> granulation object — a 
granulation — or a particle size regulation is carried out and the granular object of a predetermined particle 
size is manufactured. 

[0077] Although especially the method of a granulation or a particle size regulation is not limited, it is 
desirable to be made by grinding a kneading object. This grinding is performed using a ball mill, a vibration 
mill, a crusher, a jet mill, a pin mill, etc. 

[0078] Moreover, it can also carry out, for example using a granulating machine like an extrusion type 
granulating machine, and can also carry out further combining the granulation by the granulating machine, 
and said grinding. 

[0079] Moreover, adjustment of the particle size of a granular object can be performed by classifying using 
a sieve etc. 

[0080] the mean particle diameter of a granular object — 10 micrometers - it is about 2mm — desirable — 
20 micrometers - it is about 2mm — more — desirable — 50 micrometers - it is still more desirable that it 
is about 2mm. Since it becomes difficult to adjust the fill to the metal mold of a granular object delicately 
and quantum nature is inferior when the size of the magnet with which the mean particle diameter of a 
granular object is fabricated especially by 2mm or more is small (i.e., when the size of the gap of shaping 
metal mold is small), improvement in the dimensional accuracy of a bond magnet cannot be aimed at. On 
the other hand, it is the mean particle diameter of 10 micrometers. When the following granular objects may 
be difficult to manufacture (granulation), or may require time and effort and its mean particle diameter is 
too small, the inclination for the void content of the obtained bond magnet to rise is shown. 
[0081] Although such a granular object has a certain amount of variation in particle size, what has a 
uniform particle size is desirable. Thereby, the pack density to metal mold increases and a bond magnet 
with high dimensional accuracy is obtained with a low void content. 

[0082] In addition, the granular object said here is distinguished from a pellet with a large particle size 
(massive object). 

[0083] Pressing is performed using the granular object obtained with <3> pressing above <2>. Hereafter, 
typical compression molding is explained. 

[0084] It is filled up with a granulation object in the metal mold (gap) of a compacting machine, and it is 

pressed all over a magnetic field or a non-magnetic field (5-20kOe and the direction of orientation have an 

orientation magnetic field good also for any of length, width, and a radial direction). 

[0085] This compression molding is performed by blue heat forming. That is, it considers as a 

predetermined temperature (the 1st temperature) from which the thermoplastics [ heat / shaping metal 

mold ] (joint resin) using the material temperature at the time of shaping will be in softening or a melting 

condition. 

[0086] This 1st temperature is made into the temperature more than the heat deflection temperature of 
the thermoplastics to be used. Furthermore, it is desirable to consider as the temperature more than the 
melting point of the thermoplastics to be used, it is more desirable to consider as a predetermined 
temperature of the range from the melting point (melting point +200) to ** degree, and it is still more 
desirable to consider as a predetermined temperature of the range from the melting point (melting point 
+130) to ** degree. 

[0087] For example, when the thermoplastics to be used is a polyamide (melting point: 178 degrees C), 
especially desirable material temperature at the time of shaping (the 1st temperature) is made into about 
1 80-300 degrees C. 

[0088] By fabricating at such a temperature, the fluidity of the molding material within metal mold improves, 
and not to mention the thing of cylindrical and the letter of a block, the thing of cylindrical (the shape of a 



ring) and the configuration which has thin-walled parts, such as plate-like and bow tabular, a small thing, 
and a long picture thing also have a high mechanical strength, and can mass-produce the thing of fitness 
and the stable configuration, and a size with a low void content. 

[0089] The compacting pressure in compression molding is 2 60 kgf(s)/mm preferably. It is 2 two to 50 
kgf/mm more preferably hereafter. It is 2 five to 40 kgf/mm preferably to a degree and a pan. It considers 
as a degree. Since it fabricates at the 1 st temperature which was mentioned above, the bond magnet which 
has the advantage which was mentioned above also with such comparatively low compacting pressure can 
be fabricated in this invention (size enlargement). 

[0090] A Plastic solid is cooled after <4> cooling pressing. This cooling is performed in the state of 
application of pressure to a predetermined temperature (the 2nd temperature) which is said under 1st 
temperature at least. Hereafter, this is called "cooling under application of pressure." 
[0091] performing such cooling under application of pressure — low [ at the time of shaping ] — since a 
void content condition is maintained as it is, dimensional accuracy is high at a low void content, and the 
rare earth bond magnet which is excellent in magnetic properties is obtained. 

[0092] It is desirable that it is the lowest possible temperature for reduction of the void content of the 
obtained bond magnet and improvement in dimensional accuracy, as for the 2nd temperature 
(decompressing temperature), it is desirable that they are the melting point of the thermoplastics used in 
this invention or the temperature not more than it, and it is more desirable that they are the heat 
deflection temperature (softening temperature) of the thermoplastics to be used or the temperature not 
more than it. 

[0093] Moreover, as for the difference of said 1 st temperature and 2nd temperature, it is desirable that it 
is 20 degrees C or more, and it is more desirable that it is 50 degrees C or more. Reduction of a void 
content and the effect of improvement in dimensional accuracy are so large that this temperature gradient 
is large. 

[0094] In addition, when there are comparatively many contents of magnet powder, even if it sets up the 
2nd temperature more highly, it is easy to obtain the bond magnet of a low void content. A void content 
can be made low (4.5% or less or 4.0% or less) also as the temperature near the melting point of the 
thermoplastics which follows, for example, uses the 2nd temperature when the content of the magnet 
powder in a kneading object is more than 94wt%, or a temperature more than the melting point (- melting 
point of about +10 degrees C). 

[0095] Moreover, although cooling under application of pressure is good in a line once it cancels or eases 
the application of pressure at the time of pressing, it is desirable to be carried out continuously, without 
canceling the application of pressure at the time of pressing because of the simplification of a process, 
improvement in dimensional accuracy, etc. 

[0096] Moreover, although the pressure in the case of cooling under application of pressure may be fixed 
or you may change, the melting point (especially heat deflection temperature) of the thermoplastics used at 
least of being held uniformly is desirable. When the pressure in the case of cooling under application of 
pressure changes, a pattern which increase or decrease in number continuously [ a pressure ] or gradually 
may be included. 

[0097] Moreover, as for the pressure in the case of cooling under application of pressure (when this 
pressure carries out aging, it is the mean pressure), it is desirable that it is less than [ the compacting 
pressure at the time of pressing, an EQC, or it ], and it is more desirable that the melting point of the 
thermoplastics used at least is equivalent to the compacting pressure at the time of pressing. When also 
cooling the between from the melting point of the thermoplastics to be used to heat deflection temperature 
under application of pressure, as for a pressure in the meantime, it is desirable to carry out to about 40 - 
100% of the compacting pressure at the time of pressing, and it is more desirable to consider as about 50 - 
80%. 

[0098] In addition, it cannot be overemphasized that cooling may be continued under pressureless (under 
ordinary pressure) after cooling under application of pressure (after decompressing) in this invention. 
Moreover, after performing cooling under pressureless, cooling under application of pressure may be 



performed again. 

[0099] Although especially the cooling rate in the case of cooling under application of pressure (it is the 
average when a cooling rate carries out aging) is not limited, it is desirable that it is 0.5-100 degrees 
C/second, and it is more desirable that it is 1-80 degrees C/second. When a cooling rate is too quick, by 
rapid contraction accompanying cooling, a detailed crack occurs, and a possibility of causing lowering of a 
mechanical strength is in the interior of a Plastic solid, and internal stress may increase by cooling, the 
strain and deformation by stress relaxation may arise at the time of the ** material from metal mold, and 
dimensional accuracy may fall. On the other hand, if a cooling rate is too slow, the cycle time of shaping 
will increase and productivity will fall. 

[0100] Moreover, when continuing cooling also after decompressing, especially the cooling rate is not 
limited but can be made into the same cooling rate as the above. 

[0101] In addition, the cooling rate in the case of cooling after decompressing in the case of cooling under 
application of pressure may be fixed, or may change, respectively. 

[0102] In addition, in this process, what kind of method may be used for the method of cooling for the 
combination of an air cooling without blower, forced-air cooling, water cooling, oil quenching, water cooling, 
and air cooling etc. 

[0103] The rare earth bond magnet manufactured by the method of above this inventions has the following 
outstanding properties. That is, it can take still more preferably for 2.0% or less 3.5% or less more preferably 
below 4.5% (vol%) preferably [ a void content is low and ]. Thus, by one with a low (= density is high) void 
content, dimensional accuracy is high, a mechanical strength is high and it excels in corrosion resistance, 
and also when it mass-produces, there is little variation in a size, and it excels in dimensional stability. 
[0104] Furthermore, it excels in magnetic properties, and especially, from the numerousness of the 
presentation of magnet powder, and the contents of magnet powder etc., even if it is an isotropic magnet, 
it has outstanding magnetic properties. 

[0105] That is, in the case of the rare earth bond magnet fabricated all over the non-magnetic field, it is 
maximum magnetic energy (product BH) max. In the case of the rare earth bond magnet which is 8 or more 
MGOes more preferably and was preferably fabricated all over the magnetic field 6 or more MGOes, it is 
maximum magnetic energy (product BH) max. Twelve or more MGOes are 13 or more MGOes more 
preferably. 

[0106] in addition, the configuration of the rare earth bond magnet obtained by this invention, especially a 
size, etc. are limited — not having — for example, a configuration — being related — cylindrical, a 
prismatic form, and cylindrical — the thing of all configurations, such as circular (imbricate form), plate-like, 
and bow tabular, is possible, and the thing of all magnitude is possible also for the magnitude from a large- 
sized thing to a micro thing. 
[0107] 

[Example] Hereafter, the concrete example of this invention is explained. 

[0108] (Example 1) Mix magnet powder, following joint resin (thermoplastics), and a following additive, knead 
this mixture, and carry out the granulation (particle size regulation) of this kneading object. The granular 
object was obtained, it was filled up with this granular object in the metal mold of a making machine, and 
compression molding (blue heat forming) was carried out all over the non-magnetic field, and it cooled, 
maintaining the application-of^pressure condition at the time of shaping by this **, and the rare earth bond 
magnet (sample No. 1-9) with which magnet powder was combined by solidification of joint resin was 
manufactured. In addition, each content of each matter shows the amount in a kneading object. 
[0109] - configuration Nd-Fe-B system magnet powder: — Nd12.0Fe77.8Co 4.3B5.9 and 96.0wt% — A-G 
of a publication in the thermoplastics:table 1, an each 2.8wt% anti~oxidant:hydrazine system anti-oxidant, 
and a 1.2wt% mixing:Henschel mixer — using — mixing. 

[0110] Kneading: Knead with a biaxial extrusion kneading machine. Kneading temperature is table .2 
reference. 

[0111] A screw speed 100 - 300rpm. Mixing-time 5-15 minute granulation (particle size regulation): 
Grinding and a classification adjust a kneading object to a grain with a mean particle diameter of 0.8mm. 



[01 12] Shaping: The granular object was fed into metal mold and pressing was carried out in the place 

heated to a predetermined molding temperature (the 1st temperature). 

[01 13] Refer to the table 2 for molding temperature and compacting pressure. 

[0114] Cooling: It cooled to decompressing temperature (the 2nd temperature), maintaining an application- 
of-pressure condition, it cooled to ordinary temperature further after decompressing, and the sample was. 
taken out. 

[0115] The cooling method was made into air cooling. Decompressing temperature is table 2 reference. 
[0116] The cooling rate in cooling under application of pressure is 1 degree C/second. 
[01 17] Mold-goods configuration: The shape of a cylindrical shape (an outer-diameter phi30mmx bore 
phi28mmx height of 7mm) 

Plate configuration (3mm in 20mm angle x thickness) (for mechanical-strength measurement) 

When the magnetic engine performance (flux density Br, coercive force iHc, and maximum magnetic energy 

(product BH) max), density, a void content, a mechanical strength, and corrosion resistance were 

investigated about the obtained rare earth bond magnet, it was as being shown in the following table 3. 

[01 18] In addition, assessment of each parameter in a table 3 followed the following methods. 

[01 19] Magnetic engine performance: 40kOe Maximum impression magnetic field 25kOe after carrying out 

pulse magnetization It measures with a direct-current magnetic-measurement machine. Or after starting a 

magnet piece with a 5mm angle x thickness of 1mm from a shaping sample, it measures by VSM. 

[0120] Density: Measure by the Archimedes method (underwater method). 

[0121] Void content: From the measured value of a weighing capacity presentation and the density of a 
Plastic solid to calculation 

[0122] Mechanical strength: Measure by the punching shear test. Circular punch (outer diameter of 3mm) 
performed the testing machine by shear rate 1.0 mm/min using the autograph by Shimadzu Corp. 
[0123] The magnet of a plate configuration is used for a sample. 

[0124] corrosion-resistant : — the constant temperature of the temperature of 80 degrees C, and 90% of 
humidity — time amount until it feeds a shaping magnet into a constant humidity chamber and rust is 
generated on a magnet front face — measurement. Surface observation is taken out from a tub every 50 
hours, and is observed with an optical microscope (x10 time). 500 hours after observed every 500 hours. 
[0125] 
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[0126] 
[A table 2] 
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[0127] 
[A table 3] 
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[0128] Although each rare earth bond magnet (sample No.1-9) by this invention using thermoplastics as 
joint resin was low compacting pressure, the void content was as low as 1% or less, and the bond magnet of 
the high density as theoretical density was obtained mostly, consequently it was able to obtain the magnet 
with a dramatically high mechanical strength, so that clearly from a table 3. 

[0129] Moreover, it had corrosion resistance sufficient also in the condition of not performing coating for a 
magnet front face. It is presumed that this reason is because joint resin has covered the magnet powder 
front face to homogeneity according to there being few holes. 

[0130] When observed by taking the electron microscope photograph (SEM) of the cutting plane about 
each magnet of sample No.1-9, most holes were not observed but it was checked that the joint resinous 
principle is distributing the circumference of magnet powder to homogeneity. 

[0131] Furthermore, flux density Br and coercive force iHc The maximum magnetic energy product (BH) 
max It is high and it turns out that they are outstanding magnetic properties. 

[0132] (Example 1 of a comparison) The granular object was obtained, following magnet powder and joint 
resin (thermosetting resin) were mixed, this mixture was kneaded, compression molding (cold forming or 
blue heat forming) was carried out [ the granulation (particle size regulation) of this kneading object is 
carried out, / it was filled up with this granular object in the metal mold of a making machine, ] all over the 
non-magnetic field, joint resin was stiffened after that, and the rare earth bond magnet (sample No.10-15) 
was manufactured. In addition, each content of each matter shows the amount in a kneading object. 
[0133] - Configuration Nd-Fe-B system magnet powder : the thing of a publication in Nd12.0Fe77.8 Co 



4.3B5.9 and the 96.0wt% thermosetting resinrtable 4, 4.0wt% (a curing agent is included) 
Mixing: When solid resin is used at a room temperature, mix by the V shaped rotary mixer. 
[0134] When liquefied resin is used at a room temperature, it mixes with an agitator. 
[0135] Kneading: Knead using a kneader. Refer to the table 5 for kneading temperature. 
[0136] The kneader rotational frequency 50 - 250rpm. Mixing time 30 minutes. 

[0137] Granulation (particle size regulation): Grinding and a classification adjust a kneading object to a grain 
with a mean particle diameter of 0.8mm or less. 

[0138] Shaping: The granular object was fed into metal mold and pressing was carried out with a 
predetermined molding temperature. 

[0139] Refer to the table 5 for molding temperature and compacting pressure. 

[0140] Cooling: It cooled to decompressing temperature (except for sample No.10 and 11), it cooled to 
ordinary temperature further after decompressing, and the sample was taken put. 

[0141] The cooling method was made into air cooling. Decompressing temperature is table 5 reference. 
[0142] A cooling rate is 2 degrees C/second. 

[0143] Heat treatment: Put temporary mold goods into a thermostat and harden thermosetting resin. 
[0144] Refer to the table 4 for hardening conditions. 

[0145] Mold-goods configuration: The shape of a cylindrical shape (an outer-diameter phi30mmx bore 
phi28mmx height of 7mm) 

Plate configuration (3mm in 20mm angle x thickness) (for mechanical-strength measurement) 

When the magnetic engine performance (the maximum magnetic energy product (BH) max), density, a void 

content, a mechanical strength, and corrosion resistance were investigated about the obtained rare earth 

bond magnet, it was as being shown in the following table 6. In addition, the assessment method of each 

item is the same as that of an example 1 . 
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[0147] 
[A table 5] 
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[0148] 
[A table 6] 
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[0149] With the magnet (sample No.10-15) of the example of a comparison using thermosetting resin as 
joint resin so that clearly from a table 6, it is compacting pressure 20 kgf(s)/mm 2 When it carries out, of 
course, it is compacting pressure 70 kgf(s)/mm 2 Even when it carries out, a void content is high and the 
density of a magnet Plastic solid is low. Consequently, a magnetic mechanical strength is low and the 
corrosion resistance of a mechanical strength is also low. 

[0150] When observed by taking the electron microscope photograph (SEM) of the cutting plane about 
each magnet of sample No.10-15, many holes existed in the interior. Moreover, distribution of the hole was 
the relation of the pressure transfer at the time of pressing, and the core had many holes, and it was in the 
uneven condition as [ say / near a front face / that it is few ]. Moreover, it was observed that the resinous 
principle is segregating. 

[0151] Moreover, it is compacting pressure 20 kgf(s)/mm 2 When it carried out, the variation in the 
mechanical strength within a sample was large, therefore since [ except the location to which the load was 
applied with circular punch ] the crack and the crack were produced by the way, measurement of an exact 
mechanical strength was not completed. On the other hand, it is compacting pressure 70 kgf(s)/mm 2 
When it carried out, the weld flash according [ the resinous principle in a kneading object ] to leakage and 
this occurred. 

[0152] (Example 2) The granular object was obtained, the granulation (particle size regulation) of this 
kneading object is carried out, magnet powder, following joint resin (thermoplastics), and a following additive 
were mixed, this mixture was kneaded, and compression molding (blue heat forming) was carried out [ it 
was filled up with this granular object in the metal mold of a making machine, and ] all over the magnetic 
field, and it cooled, maintaining the application-of-pressure condition at the time of shaping by this **, and 
the rare earth bond magnet (sample No.16-19) was manufactured. In addition, each content of each matter 
shows the amount in a kneading object. 

[0153] - Configuration Sm-Co system magnet powder : Sm (Cobal.Fe0.32Cu0.06Zr0.01 6)7.8, 95.0wt% 
thermoplastics :P PS resin, a 4.2wt% anti-oxidant:hydrazine system anti-oxidant, 0.8wt% mixing: Mix using a 
V shaped rotary mixer. 

[0154] Kneading: Use various kneading machines. Refer to the table 7 for kneading conditions. 

[0155] Granulation (particle size regulation): Grinding and a classification adjust a kneading object to a grain 

with a mean particle diameter of 0.8mm. 

[0156] Shaping: The granular object was fed into metal mold, and pressing was carried out in the place 
heated to a predetermined molding temperature (the 1st temperature), impressing a horizontal magnetic 
field (15kOe). 

[0157] Molding temperature is 320 degrees C and compacting pressure is 2 20 kgf(s)/mm. It carried out. 
[0158] Cooling: It cooled to the decompressing temperature (the 2nd temperature) of 150 degrees C, 
maintaining an application-of-pressure condition, it cooled to ordinary temperature further after 
decompressing, and the sample was taken out. 
[0159] The cooling method was made into air cooling. 



[0160] The cooling rate in cooling under application of pressure is 5 degrees C/second. 

[0161] Mold-goods configuration: Rectangular parallelepiped (a 8mm[ 11mm by ] x height of 7mm and the 

height direction are the direction of orientation.) 

Plate configuration (3mm in 20mm angle x thickness) (for mechanical-strength measurement) 

When the magnetic engine performance (the maximum magnetic energy product (BH) max), density, a void 

content, a mechanical strength, and corrosion resistance were investigated about the obtained rare earth 

bond magnet, it was as being shown in the following table 8. In addition, the assessment method of each 

item is the same as that of an example 1. 
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[0163] 
[A table 8] 
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[0164] The void content was as low as 1% or less, the bond magnet of high density was obtained, 
consequently each rare earth bond magnet (sample No.16-19) by this invention had a mechanical strength 
and high corrosion resistance so that clearly from a table 8. 

[0165] Moreover, when observed by taking an electron microscope photograph (SEM) like the above about 
each magnet of sample No.16-19, most holes were not observed but it was checked that the joint resinous 
principle is distributing the circumference of magnet powder to homogeneity. 

[0166] Furthermore, maximum magnetic energy (product BH) max It is high and it turns out that they are 
outstanding magnetic properties. 

[0167] (Example 2 of a comparison) Magnet powder, following joint resin (thermoplastics), and a following 
additive were mixed, it was filled up with this mixture in the metal mold of a making machine, compression 
molding (blue heat forming) was carried out all over the magnetic field, and the rare earth bond magnet 
(sample No.20, 21) was manufactured. In addition, each content of each matter shows the amount in 
mixture. 

[0168] - Configuration Sm-Co system magnet powder : Sm (Cobal.FeO.32CuO.06ZrO.01 6)7.8, 95.0wt% 
(sample No.20), and 96.0wt% (sample No.21) 

Thermoplastics :P PS resin, 4.2wt% (sample No.20), and 3.2wt% (sample No.21) 

Anti-oxidant: Mix using a hydrazine system anti-oxidant and a 0.8wt% mixing:V shaped rotary mixer. 
[0169] Shaping: Mixture was fed into metal mold, and pressing was carried out in the place heated to a 



predetermined molding temperature, impressing a horizontal magnetic field (1 5kOe). 

[01 70] Molding temperature is 320 degrees C and compacting pressure is 2 20 kgf(s)/mm. It carried out. 
[0171] Cooling: It cooled to the temperature of 150 degrees C, and the sample was taken out. 
[01 72] The cooling method was made into air cooling. 
[01 73] A cooling rate is 5 degrees C/second. 

[0174] Mold-goods configuration: Rectangular parallelepiped (a 8mm[ 11mm by ] x height of 7mm and the 
height direction are the direction of orientation.) 

Plate configuration (3mm in 20mm angle x thickness) (for mechanical-strength measurement) 
By reaching sample No.20, when resin leakage arose at the time of shaping and the edge and the end-face 
section of mold goods adhered to punch of a making machine, ****** of mold goods arose, and each of 
magnets of 21 could acquire those, such as an edge, or the configuration of injury student **** and a 

request, and cut it. _ _ ^ ; . _ ...... 

[01 75] When observed by taking the fabricated electron microscope photograph (SEM) of a portion, 
distribution of a joint resinous principle had become an ununiformity and was in the condition in which the 
magnet powder portion and the joint resin portion were intermingled. 

[0176] Moreover, as mentioned above, it reached sample No.20, and since each of magnets of 21 was 
defectives, effective measurement of a mechanical strength etc. was not completed. 
[0177] (Example 3) Mix magnet powder (two sorts), following joint resin (thermoplastics), and a following 
additive, knead this mixture, and carry out the granulation (particle size regulation) of this kneading object. 
The granular object was obtained, it was filled up with this granular object in the metal mold of a making 
machine, and compression molding (blue heat forming) was carried out all over the magnetic field, and it 
cooled, maintaining the application-of-pressure condition at the time of shaping by this **, and the rare 
earth bond magnet (sample No.22-30) was manufactured. In addition, each content of each matter shows 
the amount in a kneading object. 

[0178] - Configuration Sm-Co system magnet powder : mix using Sm (CoO.672 Fe0.22Cu0.08Zr0.028)8.35, 
70.5wt%Sm-Fe-N system magnet powder:Sm2 Fe17N3, 23.5wt% thermoplastics:polyamide resin (Nylon 12), 
a 5.0wt% antioxidantphenolic antioxidant, and a 1.0wt% mixing:Henschel mixer. 

[0179] Kneading: Knead with a biaxial extrusion kneading machine. Kneading temperature is 150-300 
degrees C. 

[0180] A screw speed 100 - 300rpm. Mixing— time 10 minute granulation (particle size regulation): Adjust a 

kneading object to the grain size shown in a table 9 by grinding and the classification. 

[0181] Shaping: The granular object was cut by rubbing and it supplied to metal mold by the method, and 

pressing was carried out in the place heated at 220 degrees C (the 1st temperature), impressing a 

horizontal magnetic field (15kOe). Compacting pressure is 2 10 kgf(s)/mm. It carried out. 

[0182] Cooling: It cooled to the decompressing temperature (the 2nd temperature) of 100 degrees C, 

maintaining an application-of-pressure condition, and the sample was taken out. 

[0183] The cooling method was made into water cooling. 

[0184] The cooling rate in cooling under application of pressure is 20 degrees C/second. 

[0185] Mold-goods configuration: Plate configuration (a 2.5mm[ in width-ofH^ce / of 15mm / x thickness ] 

x height of 5mm and the height direction are the direction of orientation) 

When magnetic weight, density, a void content, and height were measured about the obtained rare earth 
bond magnet, it was as being shown in the following table 9. 
[0186] 
[A table 9] 



(XSGM3) 



No. 




asms 

[mg] 


35 S 

[g/cm 3 ] 


£ ?L * 


K 3 
[no] 


2 2 


2 


1073 


5. 78 


0. 30 


4. 95 


2 3 


1 . 8 


10 7 5 


5. 78 


0. 30 


4. 9 6 


2 4 


1 . 5 


10 7 7 


5. 78 


0. 30 


4. 97 




1 


10 7 9 


5. 78 


0. 30 


4. 98 


2 6 


0. 5 


10 8 3 


5. 79 


0.12 


4. 99 


2 7 


0. 1 


10 8 1 


5. 79 


0.12 


4. 98 


28 


0. 05 


1080 


5. 76 


0. 64 


5. 00 


29 


0. 0 1 


1075 


5. 72 


1. 33 


5.0 1 


30 


0. 007 


107 1 


5, 68 


2. 02 


5. 03 



[0187] By setting out of the particle size of a granular object, the outstanding quantum nature is obtained, 
it is a low void content and a bond magnet with high dimensional accuracy is obtained so that clearly from 
a table 9. Especially, when the particle size of a granular object was the range which is 0.01 -2mm, it could 
be compatible with a super-low void content (1% or less) and close dimensional accuracy (a size error is 
less than **5/100mm). 

[0188] (An example 4, example 3 of a comparison) Mix magnet powder, following joint resin (thermoplastics), 
and a following additive, knead this mixture, and carry out the granulation (particle size regulation) of this 
kneading object. The granular object was obtained, it was filled up with this granular object in the metal 
mold of a making machine, and compression molding (blue heat forming) was carried out all over the 
magnetic field, and it cooled, maintaining the application-of-pressure condition at the time of shaping by 
this **, and the rare earth bond magnet (sample No.31-42) was manufactured. In addition, each content of 
each matter shows the amount in a kneading object. 

[0189] - configuration Nd-Fe-B system magnet powder: — Nd12.6Fe69.3Co12.0B6.0 Zr0.1 and 97.0wt% 
thermoplastics: — A or F in a table 1, an each 1.5wt% anti-oxidant:hydrazine system anti-oxidant, 1.4wt% 
lubricantzinc stearate, and a 0.1 wt% mixing:Henschel mixer — using — mixing. 

[0190] Kneading: Knead with a biaxial extrusion kneading machine. Kneading temperature is 150-350 
degrees C. 

[0191] A screw speed 100 - 300rpm. Mixing-time 5 minute granulation (particle size regulation): Grinding 
and a classification adjust a kneading object to a grain with a mean particle diameter of 0.3mm. 
[0192] Shaping: The granular object was fed into metal mold, and pressing was carried out in the place 
heated to the molding temperature (the 1st temperature) shown in a table 10, impressing a radial magnetic 
field (15kOe). Compacting pressure is 2 15 kgf(s)/mm. It carried out. 

[0193] Cooling: It cooled to the decompressing temperature (the 2nd temperature) of 100 degrees C, 
maintaining an application-of-pressure condition, it cooled to ordinary temperature further after 
decompressing, and the sample was taken out. 
[0194] The cooling method was made into water cooling. 

[0195] The cooling rate in cooling under application of pressure is 30 degrees C/second. 

[01 96] Mold-goods configuration: The shape of a cylindrical shape (it pressurizes in an outer-diameter 

phi20mmx bore phi18mmx height of 5mm, and the height direction) 

Plate configuration (3mm in 20mm angle x thickness) (for mechanical-strength measurement) 

When the magnetic engine performance (the maximum magnetic energy product (BH) max), density, the 

void content, and the mechanical strength were investigated about the obtained rare earth bond magnet 

(example 4: sample No.32-36, 38-42, example of comparison 3:sample No.31, 37), it was as being shown in 

the following table 10. In addition, the assessment method of each item is the same as that of an example 1. 

[0197] 



[A table 10] 



No. 






(BH) max 
[MGCte] 


9? S 

[g/cm a ] 
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44ft I P AM cAB 
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3 2 
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1 50 


1 7. 0 


6. 21 


2. 52 


5. 1 0 


33 
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180 
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6. 28 


1. 42 
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200 


1 8, 2 
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0. 48 


7. 70 


3 5 
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300 


1 7. 8 


6. 32 


, 0. 79 


7. 6 1 


3 6 
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360 


1 6. 2 


6. 32 


0. 79 


7. 55 


3 7 
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160 










-3 8" 


F 


19 0 


16. 9 


6, 3 6 


2. 70 


8; "l 


39 


F 


250 


1 7. 5 


6. 44 


1. 48 


9. 25 


40 


F 


300 


1 8. 0 


6. 50 


0. 56 


9. 78 


4 1 


F 


3 50 


1 7. 6 


6. 50 


0. 56 


9. 65 


42 


F 


400 


15.5 


6. 50 


0. 56 


9. 60 



[0198] Like sample No.32-36 in a table 10, and 38-42 (example 4), when molding temperature was more 
than the heat deflection temperature of joint resin, joint resin was able to change into softening or a 
melting condition at the time of shaping, and it was able to fabricate. 

[0199] Especially, like sample No.33-36, and 40 and 42, when molding temperature is more than the melting 
point of joint resin, the void content of the obtained magnet decreases further and becomes higher [ the 
magnetic engine performance ]. 

[0200] On the other hand, since joint resin did not become soft like sample No.31 and 37 (example 3 of a 
comparison) at the time of shaping when molding temperature is under the heat deflection temperature of 
joint resin, a granular object could not fix mutually, a configuration could not be held, but shaping impossible 
or shaping was faulty. Therefore, measurement was impossible also about each parameter. 
[0201] (An example 5, example 4 of a comparison) Mix magnet powder, following joint resin (thermoplastics), 
and a following additive, knead this mixture, and carry out the granulation (particle size regulation) of this 
kneading object. The granular object was obtained, it was filled up with this granular object in the metal 
mold of a making machine, and compression molding (blue heat forming) was carried out all over the non- 
magnetic field, and it cooled, maintaining the application-o^pressure condition at the time of shaping by 
this **, and the rare earth bond magnet (sample No.43-52) was manufactured. In addition, each content of 
each matter shows the amount in a kneading object. 

[0202] - configuration nano crystal Nd-Fe-B system magnet powder: — A or G in Nd5.5 Fe66B18.5Co5 
Cr5 and the 98.0wt% thermoplasticsrtable 1, and each 1.0wt% anti-oxidant:hydrazine system anti-oxidant 
1.0wt% mixing: — a Henschel mixer — using — mixing. 

[0203] Kneading: Knead with a biaxial extrusion kneading machine. Kneading temperature is 150-350 
degrees C. 

[0204] A screw speed 100 - 300rpm. Mixing-time 10 minute granulation (particle size regulation): Grinding 
and a classification adjust a kneading object to a grain with a mean particle diameter of 0.1mm. 
[0205] Shaping: The granular object was fed into metal mold and pressing was carried out in the place 
heated to a predetermined molding temperature (the 1st temperature). For molding temperature, 200 
degrees C (resin A) and 300 degrees C (resin G), and compacting pressure are 2 25 kgf(s)/mm. It carried 
out. 

[0206] Cooling: Maintaining an application-of-pressure condition, it cooled to the decompressing 
temperature (the 2nd temperature) shown in a table 1 1, and the sample was taken out. The cooling method 
was made into water cooling. 

[0207] The cooling rate in cooling under application of pressure is 50 degrees C/second. 



[0208] Mold-goods configuration: The shape of a cylindrical shape (it pressurizes in an outer-diameter 
phi 10mmx bore phi7mmx height of 7mm, and the height direction) 

When the magnetic engine performance (the maximum magnetic energy product (BH) max), density, the 

void content, and the outer diameter were investigated about the obtained rare earth bond magnet 

(example 5: sample No.44-47, 49-52, example of comparison 4:sample No.43, 48), it was as being shown in 

the following table 1 1. In addition, the assessment method of each item is the same as that of an example 1. 

[0209] 

[A table 11] 



No. 




PC] 


(BH) max 
[MGOe] 


[a/cm 3 ] 


S 7L ^ 


[nm] 


43 


A 


200 


8. 0 


6. 49 


3. 55 


1 0. 00±0. 08 


44 


A 


180 


8. 2 


6. 56 


2-5 1 


1 0. 00±0. 05 


45 


A 


160 


8. 6 


6. 65 


1.17 


10. 00±0. 02 


46 
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140 


8. 6 


6. 67 


0, 87 


1 0. 0 1 ±0. 02 


47 


A 


100 


8. 7 


6. 68 


0. 73 


10-0 1±0. 0 1 


48 


G 


300 


7. 3 


6. 55 


4. 26 


1 0. 04±0. 1 0 


49 


G 


275 


7. 9 


6. 64 


2. 95 


10. 02±0. 04 


50 


G 


260 


8. 3 


6. 74 


1. 49 


10.0 1 ±0. 03 


5 1 


G 


240 


8. 5 


6. 78 


0. 90 


1 0. 00±0. 0 1 


52 


G 


200 


8. 5 


6. 79 


0. 76 


1 0. 00±0. 0 1 



[0210] The void content of the magnet with which decompressing temperature was acquired when the 
difference of below the melting point of joint resin or decompressing temperature, and molding temperature 
was 20 degrees C or more is tow like sample No.44-47 in a table 11, and 49-52 (example 5) t density is high, 
the magnetic engine performance is high, and dimensional accuracy is high (a size error is less than 
**5/100mm). Such a property is improving, so that decompressing temperature is low. 

[021 1] Especially, like sample No.46, and 47, 50 and 51, when decompressing temperature is below the heat 
deflection temperature of joint resin, the density almost near theoretical density can be attained and it 
becomes the magnet of the extremely excellent magnetic engine performance which can fully demonstrate 
the property of magnet powder. 

[0212] On the other hand, like sample No.43 and 48 (example 4 of a comparison), when decompressing 
temperature and molding temperature are the same, dimensional accuracy is low and a void content is also 
high compared with said sample No.44-47, and 49-52. 
[0213] 

[Effect of the Invention] The rare earth bond magnet which it excelled in the moldability also in the amount 
of little joint resin performing pressing by blue heat forming using the granular object of a kneading object 
according to [ as stated above ] this invention, and by cooling in the state of application of pressure after 
blue heat forming and to predetermined temperature further, and the mechanical strength was high at the 
low void content, and whose dimensional stability (dimensional accuracy) was high, and was excellent in 
magnetic properties can be offered. 

[0214] In this case, when the particle size of a granule is the range of desired, a void content is very low 
and, moreover, dimensional stability improves further. 

[0215] Moreover, since it carries out pressing, using thermoplastics as softening or a melting condition, the 
rare earth bond magnet of the above-mentioned property can be manufactured with comparatively low 
compacting pressure, and manufacture is easy. 

[0216] The temperature below the melting point of the thermoplastics which the 2nd temperature at the 
time of cooling (decompressing temperature) uses especially, when it is the temperature below heat 



deflection temperature further, or when having deviated the 1st temperature and beyond predetermined 
temperature, a rare earth bond magnet with very high dimensional stability with a very low and void content 
can be offered. 



[Translation done.] 
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*©"&#S*<9 0~9 9wt%T&5-tfBl Sittt2fc8B 
30 «©ft±«Jl?>H«5©§lifi#Sc. 

[0017] (4) trrt2jgss^^{c, mitm±mz^ 
^rts±sE (i) &v>l o) ©v»-rn^»cise©*± 

«Ssp>Ha5©»it*j*. 
[0 0 18] (5) ffiE&tttt*©iftEttfcffiJh*!l© 

S&mOfiO. l~2wt%T^^>±IB (4) fc!2«©*± 

jgji?>H«5©«jft*i*. 
[0 0 19] (6) MEJtffi^fcttStttt, »5*ICJ: 

0fTfen^±tB (i) fci^b (5) ©vi-fn^cE«© 

f&±«#> H«5©«i6*ffi. 
40 [0 0 2 0] (7) MEtttt«©¥*ltigtf*l 0 itm 
~2mmT^-5±fB (1) &<^L (6) ©l»1"njJ»K:E* 
©*±?B^> K«5©»ifi*fe. 

[0 0 2 1] (8) mfESPJE^^tt- JEStfig^T*^ 
±E (1) ft^b (7) ©l>"fti*»lcE*©#±SI#> 
K«5©»iEi*i*. 

[0 0 2 2] ( 9 ) mW, 2 ©SS«, HE!S£-ttlB 
©BS^T*S±E (1) ^cv^b (8) ©^-rndMcffi© 
©*±S*> h*a5©S3g^S. 

[0 0 2 3] (10) l9E*2©JlKtt. WEIS^-WflB 
so ©»£#»£■?» S±E (1) Jtt^U (8) ©t»i*n*» 
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[0024] (in mf£Wii<DU&£mmwi2(Dug. 

t<Dm^ 2 0"C£A±T*S±IB (1) fcl^L (10) © 

nrna»fcE«©#±«#> r-*&5©§sjt*ft. 

[0 0 2 5] (12) «JElnffi«I8T©»aitt. mTffiiP 

m«»oiBoaim€*»r*^ts:<iS8i5bTffton* 
±12 (i) fc^u- (id ©v»-fn*»Kiatto#±«iJi?> 

b*m5©g>ji#ft. 

[0 0 2 6] (13) il&ElnffiJ*»l$©J«»ffiaK#' ' 

TT&S±f2 (1) (12) ©nma>KE*t©# 

±«#> F&5©SJSt#ft. 
[0 0 2 7] (14) HElniffi«!8T©J l &ail^©flE* 

«, d>ft<t"bwe«s^»J!B©»jS*Tf-jEK««fan 

TH<5±E (1) (13) ©lr>r*l*W;:E*©#± 

a^^K«5©Bifi*fe. 
[0 0 2 8] (15) fflEilffittIBT©»*IB&©EEa 

«, ^a<tt>ME«i©afti:jiS2©fiflE©iiii©afi 

*T-3tfc«J**tlT^a±E (1) fct^L- (13) ©V> 

-rn^fcE*©»±«#>. F«5©«5S*ft. 

[0 0 2 9] (16) ffiEittEtttBT?©}*^©*^ 

o. 5~ioot;/tT;bs±i2 (D 
(15) ©V»rnj6»fcE«©»±«#>H«5©«Jfi* 

ft. 

[0 0 3 0] (17) fflEftlEj£&l3©j£&EEfttt. 6 
0kgf/nan2 EiTTfc-B-hE (1) ft^L- (16) ©V»m 
*»tcE«©*±«*> F&5©S!jg*ft. 

[0 0 3 1 ] 

mm(Dmm<DMmi ht, *5bw©#±sb#>h«5 

©iSit^ft C -3 ^TI¥SB fetter -5 c 
[0 0 3 2] *5SW©#±«*>K«5©«ifi^fttt. 

[0 0 3 3] <l>#±«*>F«5ffl*lriE*©iB** 

©Sit 

es-wie (aw>^-) tTMsn*. s 

6. 

[0 0 3 4] £ft&©€H»tfriE#fct3^TK9rr 
*. 

[0 0 3 5] 1. #±a«s»* 
tr£&«fcDtta *>©*«#* L<. «fic. #© [i] ~ 

[4] 

[0 0 3 6] [1] Sm£±tr*#±!H5E*£. C 

ofe^trsa^JSits^^tr**)© («t. 



(4) 

Sm-CoI^tS5) o 

[0 0 3 7] [2] R <fcfc*U RttYS£tf#±JH 

«<h, Btft**j*»trs*>© (KT. R-Fe-B 
^^<tfl-5) . 
[0 0 3 8] [3] Sm$r±tr**±S7CSSi: v F 
e*4if4l»&It, NfcitrsflmWTcJlitfc 
a#J$#<hT5fc© (JstT. Sm-Fe-NS^if 
5) . • 

io [0 0 3 9] [4] R (fctfl, RSYSftltia 
7CsSl©-5*>'>£<£t>l«) £Fe«©9£&K£££ 
*j£££U ^/*-*-l^JWT«ttffift*rsfc© 

[0 0 4 0] [5] WI2 [1] ~ [4] ©ffifi£©fe© 
©5-6, ^tt<.t*>2afc«#bfc"b©. S 

^r*#«5»*©*iM*#fwr*ct3&*T7*, ioi 

[0 0 4 1 ] Sm-C o*-&&©ft*#J&t>©£LT 
«. SmCos , Sm2 TM17 CfcfcLTMte, &&& 

[0 0 4 2] R-Fe-BS^OftWit)OitT 
it. N d — F e — B "aife, Pr-Fe-BS^, N 
d-Pr-Fe-B^, Ce-Nd-Fe-BM 
Ce-Pr-Nd-Fe-B^^, rftSfc:fctt 
-5 F e ©— 95* C o , N i #©fifi©iIi£&JgTB&Lfc 

%>©«*»¥# &n*. 

[0 0 4 3] Sm-Fe-N3R^CDfta»ftt>Otl/ 
Ttt. Sm2 Fei7^&aft;bTff«U&Sm2 Fe 
17N3 j&Hfctf £>n*. 
30 [0 0 4 43 S85»*t:*»t*WE*±»i7C*tbT 
«, Y, La. Ce, Pr, Nd, Pm, Sm, Eu,. 
Gd, Tb, Dy. Ho, Er, Tm, Yb. Lu. 5 

yv'j.^jua^tfsn, z:ti<b^im^.fz\t2mEk± 

tbiZ. l&EBttiZit. i^StrjSU, B, A 1 , Mo, 
Cu. Ga, Si, Ti, Ta. Z r , Hf, Ag, Z 

40 [0045] s/t, aewsiswT^agfi. wcBijes 

ft&H#. 0. 5~1 0 0 g£j&«?f£L-<» 1~5 
0 Mm SfiE*«J:D»SLV». fc*5. &5t&*3?©&g 
tt, 0il;U£, F. S. S. S. ( Fischer Sub-Sieve Sizer) ft 
\Z& OSQjrtS d £tf»T#S. 
[0 0 4 6] Sfc, &5«&*©&g#W;t, ^-T"b, 

«jcr*«k5S:^«©iis^»in?rit»wf©A»!fti«»tt 
t»*fc»c, »#©:#**»* t-^. emtio. 

nfc*>K«5©ffl?L*SJ:t)te«r*i:tt)'C*S. 
so ft*. flftE [5] ©*§£, B£r*«5»*©*US* 
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\Z. ^-©¥^S*W«£oTViTt>«t:^. 

[0047] mK®j£<DM7&j3m*, wtHssnr. 

£©SJt (*») Silftfc. 

ntfeit,^ ' 

[0 0 4 8] 6t±0«k "5 HOBB©*©^**"*?©-^ io 
m\t. 9 0~9 9wt«S*T*-5©*«Jf*U<, 9 3~ 
9 9wt%e§|-C2feSO**<fcO»*K, 9 5~9 9wt% 
S«T»*©*».fcD#*UV». «5»5te©£#**«4>£ 

Hn"*\ «5»*©£#**«£ilff*i:. 
fc«£»Ii©*#*a«*fc<&B, i«»tt*«fiT-rs. 

[0 0 4 9] 2 . ife^mSg (/t-f >^-) 

[0 0 5 0] l»pTM14©flgiLT«, «Atf, #U7S 
H (0iJ : :J--f o > 6 , t^fn>46, t-fo>66, :h 
-fn>6i0, t-fn>6l2, t-fa>i l, t<n 
>12, t^fn>6-l2, t-fn>6-66) , fSiW 

uv-, #'J7x-i^>^vh\ spu^x— u>-9-;u 

^H^;i/*a^#^©#u^-U7^>, lEttJUu^u 

[0051] z\n<b(D?*>T'h. dH§H*fc«n, sfc* 
>-y-;u:77-'f H*±frs"b©. *»o*att^tt3^ 

[0052] fflvi5n*j»piffltt»ii», mj&pi 2 0 

tttl^tjOT^IiOAWtK. 12 2 , C~4 0 0 t C 
©*>©T*S©»«J;0JT* b<. 12 5'C~3 5 0 , C© 

*>©t?**©j&*S6fc*fsu^. »j&a*fflieTistt*» 
ric»«f©fl*&*±#u «5»5ft«©*<b3ft«4i;ii 50 



[0 0 5 3] Sfc. J*BHSS±DlfiU:3l**fc«>K:. Jfl 

^ensjfcpifflttWfto^JHfti 1 0 

0 0 0~6 0 0 0 0 8«T»S©a*ffSb<. 1000 
0~3 5 0 0 0gflET»5©A«J: <9$?£LV\ 
[0 0 5 4] «±© J; 3 fcl££»IB©fi»ft 

Stt. 1~1 Owt%eST»S©35^Sb<, l~8wt 
%ggtJ5§OAWSL<, l~5wt%ggTiS53©# 

[0055] 3. Mfcm±m 

mitm±mt* £i»«i©«jfi©ie«£. »±«H85»* 
u «5©«s«*tt©isi±*Ha©tw4-f «ttt> 

fc, *±SS#>Fa5ffla«ft©JB*|[«f.'j*»«PK*s»t 
4*fc«5fcj£tt©ffl-kK:*-£U *Mtlr>IS£ttllB*Tlliif 

[0056] z.<D&itffi±Mte, mmm^mz^orfLM 

[0 0 5 7] SMfcS&JhjHfcLTtt, *±««5»*<P© 
Blfl: * B&± S fc W: WW L/ S * "b © T? » *X l» * t> © 

£©*>©fc:K^£n£u;i item? itfeSk 
[0 0 5 8] E©J:5fc»fcttjLJH&«iirr*»£, fi 

«*«t»©»<bB&±a©^*e, 0. i~2wtxs«t 

TSO^ffiK. 0. 5~1. 5wt%@^tTS©* s 

<. 3 0~1 0 0%ggT^©i!iUO»iLU. 
[0 0 5 9] KftfrlkftlOftftlS 

tt. ffif5«5H©TKffi£rFT£oT&<fc<. 

[0060] mw^^umtM\m±nh(Dmm\%. 

[0 0 6 1 ] -rat)*, te£»IB#il>fcV»a:£fcW:, ffi 
»«K«5»*«3i«»iJDLT. fitt©IB©jilt«©«!i« 
*iiS<^0. &mh)V9ifim*ls* 58«ft»cJ:0»Jfi©* 

-fei^t. »re©»{b*+»»'«ittr*^i:3a j T*ft<ft: 
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o, mm mmm®M) ©*ss±#w«£i;TE*fl:, 
isittJitfiTi. &mm&)wz^&$:fe& 
izmntzmistmznti.^. $&, m<tm±mm^^ 

ft SlU^S^T. 

[0 0 6 2] »£ttl!Ba*£V>£*lctt, ffl»«fc 
«5»*ft&«i**l>bT, «5®*©»lBfc*frsiS»jGi 

<ftTbT«Ml©SMfcA*SJ:DK:<<fc-B. t<DTzisb. 

[0 0 6 3] £©«fc3fc, ^©lig<7)-&#»*tJtKM# 

[0 0 6 4] ft^T, &f*4fJ*©l&$«tJB£Bfl2B&JI:*!l 

t(D-&fh-&#*tt. 1. 0~8. 0wt%T&£©jJW£ 
b<, 2. 0~6. Owt%Trifc£©75<«fcD$? * bl^„ £ 

14, efc?g©^Btt. «5»*»©lMbl»jk©fi]±K:«-5- 
b, Ktttttt&ft. ftBStttt©»5tfa& 

ns. 

[0 0 6 5] 4 . -€-©fl&©^insa 
Sfc. fitt»*fctt, &SfcjSi;, «Att. nJfflSd (09 
Afc£, *^7y>Kffitt<*©Illl*BMft, Jl§&fig£) , 
89 (flAtf, yija->^jk ftl7yf7, Site 

*><J:H. 

[0066] nTjBS9©«yiiitt, riG»^©»»tt*iAi±* 

1t*©T. «kOil>£V»IS^»ll©SJn*TBI«©t*tt€: 

s. pinano^jpstt. 0. 0 1~0. 2wt%SKT& 
S©!W6F*b<. «»JW©*HUitt, 0. 0 5~0. 5 
wt%gaT&3©j5W£bl^. 

[0 0 6 7] «±©J;5a:#±SiSBi5»*i:. *S&{SfJlg 
t. #*b<tt«fcl»jfcJHfc. &gfc«i;-?-©«l©*in 
#J££?g£L, *6fcJU|[bTSIt«ft«jfi-r*. 

[0 0 6 8] fi^tt. "O^x^S*-*- *© 

[0 0 6 9] fiistt, OT*.tf2ftHfB}fiJ*tt, n-;io£ 

[0 0 7 0] £©fiMtt, »Sb<ttffl^*|g^«JIBO 

(ASTM D648 fc£S#ttTa&£) eu©fi 
«. J:OJffSb<ttfflliaiS^»ffifl!>IB^«±©fiKT l 

[0 0 7 1 ] WAtf, «S^«HltbTJj«'J7S F (SKX 
4 5"C, lft£l 7 8*C) &Jl^fc»£K:tt, iff 
*btifi«fift«> 1 5 0~2 8 0t8gT*5. i 
fc, fitt&Mtt, &£8TK©tt9gH>. £tt&&«©Ig£ 
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[0 0 7 2] Sfc, ^©jg^tt, *±SS85»*©*iB 
*»»»*fctt*fl:bfclS^»ffiric4J-KJ:OB*)nfctt!8 

£©«fc3fcttffi£»*fcft©«iiniSWtt, 

0a&4#. M5~9 0»SflEi-r*©3ft f »*b<. 
5~6 O^ifttTSW^iOffSl/K 
[0 0 7 3] E©£3ft*fl 1 TBttr* - £2:fc«fc0V'ii 

©ttflWT#ofctt»TiBttSn*©T. *±«as» 
*©flH£|g£MIB#i%— KBofcttttfcfcO. fittlil 
+©£?L¥©M'>, "rfc*>5»ift<Snfc*5+©ffi?Ws 

©*4>K*#-r*. 

[0 0 7 4] fc*5, «^»ffitbT. nns©*™* 
»IB*8£bTflilr>4*£. ME rffib>«ft£atJB©M 
(SfcttMjSO J tt. «Att, 2fc©«fc3fcbT 

surra n 

20 [0 0 7 5] 3»lISItt#li©^W-Sia«»tbfci:* 
©#*TOfflttttll©«&-*n-* : nAi , A2 • • - An 

^n^tlTi . T2 • • • Tn tLfcif, JS^-Si&Rj 
!IttttlB©fttXKftft (SfcttMLfS) H A! T] +A 
2 T2 + • • * An Tn Tg^ns. £©&© 
tt, KT©xa»C*^T, niI«©»'iJfflttttJB*S£ 
bTffl^*«^fc'feH*£-r4. 
[0 0 7 6] < 2 >jgfi$!3©g!3g 

we<i>T?Kifisnfcs«»€iis*fctt8ab. m 

30 ^©3Kg©fe«^|?:S3ig-r-5. 

. [0077] mm&tzimiftKDjjmz. WKRjesnfc 

MMW&MWtZ>Z£\Z£0?i-2nz><Dj)W$.L 
[0 0 7 8] Sfc, «;UiJ¥fflai68«©«k3fcifiH]t« 

[0 0 7 9] ifc. te*tfe©)KEg©lllS«, fflfV»**« 

40 [0 0 8 0] S[tt^l©¥l§eg«. 1 0 /ii ~2mmgS 
Tf»*©*W*b<. 2 0 urn ~2mmggT&-5©#cfc 
D$T^b<, 5 0 Mm ~2mmgKT»S©#;*£fc:$fS 
bV>„ «[*«©3Fl§&gA»2Meil±Ttt, 
««5©^-ffi**/hS»,i«^K:, -T&fe'&ritTB&a!©** 
•yy©.^?£^/h$^Jg^lc, ett«©*S^©3fe«*S 

j|?>H«5©Tfffi»flE©lft±*«iaiaft:^. 
g'l 0/xni ^T©&ttW:i, SSJg (ifi«ft) 3&»fflKA»*fc 
tt*|BI*««»^*»^*«*0, $.fz, ^«tg*VjN$i§^ 
so Si,' f#e,nfc#>KfiBt5©S?L^* t ±#T*iSlS]S^ 



(7) 

// 

To 

[0 0 8 1] i©±5fttt«*tt, «gfc*38J*©A 
b^„ £nK±D.'£SK©asa«f«a«B:fcU (S^TL 

[0082] ddTS-snat^ra, fif©*#^ 

[0 0 8 3] < 3 >M&.rfLl& 

[0 0 8 4] £&4t>£EEtBJi&£Ma©ft£!n 
H3S*U (EtfHB»*«01*.«5~2 OkOe . IB 

[0085] c©ffi«rit»», jawj«»T?fT*)*i*. -r 

HM*tBift4J?rJ£©i&flE (SB 1 OMR) 

[0086] c©i6i©fi*K, fflv^^nimtt^Biw 
j»sK»»sa±©ja*tsn*. seta, japans?! 20 

(BA+2 0 0) !Clift-*T©ttH©Bf3t©iafl[t 

$na©3&«j:t)»SL.<. (M/S+130) *c 

8£ST©«H©J5f5£©»flri*tt*©J&*S 

[oo8'7] 09* wr, m^z>m~*im , &®$gti^)7 ^ h 

(1R£ : 17 8t) T»*»^, 

'■*L^»)pHaS (Sgl©ia«) «, 18 0~3 0 0 < C8 

[0 0 8 8] .cwi'SftfiSTjS^-rantfc.kO. & 30 
airtT©i«»«»©*fttt**iRi±b. na«. yn y ^ 

tt©fe©tt«aSI©;i£, HlBtt (U>^tt) . 

wfttRtt^cjfrtffit^rrs^tt©*)©, *£!©*>©, 

gRft*>©Tfc, {££?L*T, flMtm&£tfffi<. 

So 

[0 0 8 9] ffi|gj&^t::*tt3/&7gEE*Jte, JfSiKtt 
6 0kgf/mm2 £AT. <fc9ff£L<«2~5 0kgf/ffln2 8 
A. L<« 5 ~4 0kgf/mm2 ISi$ns. 

*589m*, Mi£LfcJ:3ftJ6l©i^T!j6jc»*fr3fc « 
«>. £©J:3ftJfclM$Hftlr»jS»ffi#T?'b, MiBLfciS 

[0 0 9 0] <4>&£J 

*TlPffi**Tff5. BIT, rjbDEETi^J t* 

•5c 

[0 0 9 1] ^©J:5ft*EET?&a>*fT3Cd:K:«J:0, 
j£»«#©«^a*ftttffi#*©**»#£ft*©T, <£ so 



[0092] fg2©ss (ke&a) a, #e.nfc#> 
.fflv»*»"iaitt»re©iij«*fca-€-nKT©fflj["zf*s 

©**»SL<. m>SXOT!attWJl©JKtX&fi& (1Mb 
,6) 3^tt<-ft»T©ififln?*S©)&««fcD« t 3;LV*. 

[0093] *fc."wia!8i'©fiKtsB2©iaat©a 

2 0'T:et±T**©*»»*l/<, 5 0tK±T'$5 
WiOfffJL^ £©fifla£***#lr>g. £?L*©« 
«*J:tf7fffi»«©iS]±©»*j&t*Sv». 
[0 0 9 4] ft*, «S»*©£-*r*j9*Jfctttt*V»»-& 
C«, *2©fi«£J;9iIKKJ£bT*>tt£?L*©:#> 

H«5*»a^. ts-3-c. s«tt«t»©a5tt* 

m&m%-t£ 9 Avt%sk±<Dm^\z\t. %2<du& 

*, fflV»*f!ftpIffltt»llB©iKjiSiWifi©ia«*fcettjaet 
±©i&g <H»J*+1 OTCgS) tl/Tfe. £?L^£{£ 

< (4. 5%KTJfeli4. 0%&LT) -r*rtjft«Tr# 

So 

[0 0 9 5] ift. UnffiTJfrSHi. SaJEfi£^B#©*nJE<& 

B#©j6DESr«P^T-5 r ift<a^UTfrt>n*©*^ I 
8©«*fc*J:tf^SttK©ffl±*©fcafc#SLV». 

[0 0 9 6] jDDBET?&39I©IB©EE*»a. -^Tfe 

SEfcLTfcJ:^, 4>ft< t*>fflV»*«kRraitt«H»©M 
£ jeK#8P3ftTl»S©a« 
ftlffiT?&aJ©IK©£E**»*ft:-r-S«^. 

■5ft/1*— >*-&A/wrt>J:H. 
[0 0 9 7] 3-fc, »DJIT^ai©K©ffi^ (Rffi***ift 

#ffi*£H«$fctt*n«~FT**©OTi?*b<, d>ft 

< t"bfflt»*j»irffitt»ig©»jSSTf4in£Ej«JiJ«f©j« 

»iB©»A*»6J»*»iassT?©iB'biipffiTT?j | &aji'r* 

-t©IHI©ffi*tt. J0ffiric»«f©J«»£E*©4 0 
~1 0 0 X8« t"T *©*»»* l/<, 50~80%1S 

fcT*©a*«fc?>#*bv». 

[0 0 9 8] ft*, *^^T'«, lOEET»«l©a 
«) K, #flnHT (SET) T»«l*«fflxTt>±l^ 

«, SSJQJIT^^fToTfccfc^o 

[0099] unffiT?&si©i»©»aiaft (^aiii^*^ 

3&«, 0. 5-10 0t/»T»5O!W*b<..l-8 
0'C/»T*S©36*J:»3Sf*L.V». J*ajIiS***ail«?* 

t. »aik:#5a3iftjR*K«ko. ^m^mzwimu 

0, »iilK«fcDrt»£;&)&«ti*U ^1HA»6©I» 
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[oioo] St. ffc&.&izbftm$:ffi,ft-r2>m-&. ■* 

[0 10 1] DnflET?&3i©IB:fe«J:tffi»ffiS&©?&ai 

[0 10 2] t£33. #IgH*>V>T, IfcfiHDjjmt. M "0 
[0 10 3] a±©«fc5**5BWO**T?llifidnfc# 

±a#>F«5tt, *©«k3fr«nfc#tt«*rr*. r 

^?L**««<, ffSL<tt4. 5% ( vol%) 
jWT, i5jiftb<li3. 5%^T, ££££?£L<« 
2. 0%£tTiT5it* s Tff5. r©«k5fc. £?L^ 
jWKI^ (=««)&**lr») ©T> tttttt&£tfffi<. 

[0 10 4] Sfit. «SW*ttfciinTi5?), ttfc, B 

[0105] -rtttot. «H»*i'Tri&»anfe#±a# 

>F«5©*-&. «*««x*^=?-»| (BH) max 
L<fi£6MG0e£Ui> «kt)»S L< H:8MG0e£U:T»D, 

a^+T^$nfc^±^>F^5©a^, 

X*;i^-« (BH) max *t 1 2 MGOe^-L. «t 0 »S b < fit 
1 3MG0eK±Tafe^>„ 

[0 10 6] fcfc, *S8WK±?)#5ftfc«±Si#>F 30 

ibTH ns«» n««. hsmk 
©a«Rrtre»D. *-©:*:££%>, *a© *>©*»&«*£! 

© *> © T£ ■=> >$> -5 $ © *> ©3&f5I|ET* 
[0 10 7] 

•5. 

[0108] 1 ) TE©«5»* t»^»JB 

t> is^»jii©H<fcK:«fco«5»*ra±3i«is^snfc# 

±!K#>F«5 (-y->y;UNo. 1~9) Sfiitbfc. & 

&^«©^;fr»tt, ^m*>g*«*©**s-r. 

[0 10 9] • ffirfL 
N d - F e - B ^fiB5$* : Nd 12. 0 F e77. 8 C °4. 3 



14 

B5 9 , 9 6. 0wt% 

«ftpIIBttaUi:*l't , fclH«©A~G. &*2. 8wt% 
BfeflSteihSfl : t H7 5?>*Mfls»±ffl, I- 2wt% 

[0 1 1 0] fi«: 2MffttiiB!ftm:£0iB!i. 8*» 

[0 111] 7.^ ij 3.— EJfe&l 0 0~3 0 Orpm . 
jt» (BEST : jB««*»»"t»»K±0¥^SS0.- 
[0 112] fifcjg : Sttft^^itgAb. drjfc©** 

tag (SBi©iBJE) Ktoj»bfctc*Tinimric»bfc. 

[0 113] j&J&fig, j£i*l££teS2£#BS. 

[0114] ^ : jdnm«***»b"^"3i»ffififl[ (» 
2 ©tag) *-c»aiu i»£E»s6fi:*fi*T»aiu 

[0 115] ^MUSfttLfc. Rfcffiia«fii«2# 

[0 116] jnEETJ&arcroftaiiMEB: 1 *c/». 

[0 117] j£8?&JiM* : WS* 3 Omrnxft 

g(/> 2 8mmx;g5$ 7 mm) 

(2 0mmftxj?£ 3mm) 
»Snfc#±JS#>F«5lC"3^T. 5£HU4fig 
£Br» fiUttftiHc . fk*»iBix*JU*— fll (BH) max ) , 

IBS 3 K ^Tii 0 T?» o fe. 

[0 118] S3*©#«J&BB©ffMlfitt, KT 

©^Stc^cfc. 

[0 119] m^ttffi : 4 OkOe 
*^:EPina*l 2 5 kOe TB«E«S«je«fcJ:'5»J£. S 
j^^U->^;^6> 5mmftxJlS lmm©fia5M-S:«J 
DtBbfcft, VSMTJIS. 

[0 12 0] ^S: y^^^ft (*^?£) \z£vm 

[0121] STL^ : W*ttJ*£j*##©eft©«!3£ffl[ 

[0 12 2] ««WHfl[:*T-6Si#^WK*»C«kO« 

R^#>5 1 (*&3mn) tcfcOWWaflll. Omm/minT- 

[0 12 3] K»K:« s l £ «»«©fl85*ttffl. 

[0 12 4] Wfttt : tag 8 0"C, SS9 0X©SiBfi 

LT3tt*SHa* (X 1 Offlf) T«*. 5 0 O^ISIfttt. 
5 0 0B#IB*gfc«*SfTofc. 
[0 12 5] 

cai] 



^§5^10-12472 



(9) 

15 16 



mm 

No. 


& & m m 


14 A 

ra 




A 


#yT$HMB (pai 2) 


178 


145 


B 


KINK (3#V7PA6-l 2) 


145 


46 


C 


^'J7^ K«» (PA 6 ) 


2 15 


18 0 


D 


*y^nbfU>«B (PP) 


1 74 


105 


E 


(PE) 


1 28 


86 


F 




280 


180 


G 


#'J7xil/>f^77^K (PPS) 


287 


260 



[0 12 6] * * [g2] 

mm) 



No. 




ra 






[kgf/nm a ] 


1 


A 


1 50—25 0 


220 


100 


1 0 


2 


B 


1 0 0—2 5 0 


2 0 0 


40 


1 b 


3 


A (7596) 
+ B (2596) 


1 50—250 


230 


1 20 


1 0 


4 


A (5096) 
+ B (5 096) 


1 40—2 50 


2 10 


40 


7. 5 


5 


C 


1 90—2 90 


250 


1 50 


20 


6 


D 


1 2 0—2 50 


2 10 


9 0 


25 


7 


E 


100—2 00 


150 


70 


1 0 


8 


F 


2 00—350 


320 


140 


30 


9 


G 


2 6 0—3 60 


300 


240 


25 



[0 12 7] 



3K * [S3] 



HI) 



No. 


Br 
tkG] 


i He 
[kOe ] 


(BH) max 
[MGOe] 


[g/cra* ] 


[96] 


[kgf/nm 2 ] 


as 

mm 


1 


7, 2 1 


9. 26 


1 0. 1 


6. 0 1 


0. 59 


7. 90 


>500 


2 


7.19 


9. 3 1 


1 0. 0 


6. 03 


0. 73 


7. 45 


>500 


3 


7. 23 


9. 23 


1 0. 1 


6. 03 


0. 37 


7. 7 8 


>500 


4 


7. 22 


9.2 1 


10. 0 


6. 03 


0. 49 


7. 60 


>500 


5 


7. 27 


9. 27 


1 0. 0 


6. 08 


0. 92 


8. 1 0 


300 


6 


7. 24 


9. 35 


1 0. 3 


5. 88 


0. 58 


6. 95 


300 


7 


7. 23 


9. 30 


1 0. 2 


5. 95 


0. 38 


5. 80 


350 


8 


7. 03 


9. 1 2 


9. 8 


6. 29 


0, 6 4 


9. 65 


450 


9 


7.0 1 


9,10 


9. 8 


6. 27 


0. 59 


9. 73 


450 



[0 12 8] a3#&91&j6»&J:3fc. l&^M&mm* 

(-y->y;uNo. i~9) ivrnt>, <sv»j*»ffi*-c 



50 



[0 12 9] I5«BIC3-7--f>^*iliSftl'> 
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(10) 

17 

[0 1 3 0] -tf->7MHto. l~9© : &fiS5^-OViT. * 

(Dwrn^om^mmm^-M (sem) sjm&u 
fc. 

[0 13 1] $61:, Bg&ftBr. ftBftiHc l^lg 
x*;l^-«(BH)max #?IS<, {Bnfc«St»ttT**C 

[0132] (Jttt'09 1 ) "~FEaJK5»3R:8ri&"»llM"~' 

my>*mi. mm uTtt««s», K^tteis^fli 

«i&raj&^) u ^©fg, »£«Mis«{t3-e-r. #± 

!gI#>F&5 (-y->^;PNo. 10-15) SrgiigLfc. 

-r. 

[ 0 1 3 3 ] • 

Nd-Fe-BS«5©*: N d 12. 0? e 77. 8C 04. 3 
B5. 9 , 9 6. 0wt% 

mmimmm :m.4$nzizm<D*><D, 4. owt% oka; 20 

[0 13 4] £fflTtttt©*fffiSfl!lr>fc»£tt. 

[0135] : z-y-sffl^TS*. sicaaiH: 



18 

• [0136] n-^-mfcS 5 0 ~ 2 5 0 rpm . £1 

M 3 0 a-. 

[0 1 3 7] itS mm : fi«tt£»»£»*KJ:D 
[0 13 8] : ttttto*&SKSAU mfefD&M 
[0139] fi^MK, ^Jgm^tta 5 £#figo 

[o 1 4 o] »ui : ^EEtas^T^aib (u->7MWfo. 
10,11 5io"; "MJffiffs^'Kwarr^BfarbT. 

[0141] maa^ifitbfc. i»£E?a^««5# 

[0 14 2] ^3Sffitt2-C/S>„ 

[0143] mam ■. iBL^m^mumizxn. f&mit 
ttwiBoflMbSfra. 

[0 14 4] ffift;&#H3t4£#S!B. 

[0 14 5] f£j£,Sim : WS* 3 Ommxrt 

g<f> 2 8mmXi^$ 7mm) 

(2 Omni£xJS£ 3mm) (*8ttW3S««!l5£ffi) 

Mx^;^-«(BH)max ) , ffla*. 

ft. B*tt*W<ittt^» TIBS6f'^-rjlOT*o 

[0 14 6] 
»4] 



6tt 

No. 


Jg £ W fig 


mam 

ra 




H 


tr* ^ * j — a/ae*.** i^$m 




1 5 Otx lhr 


I 




80 


1 70T:x2hr 


J 




70 


1 80X^x41^ 



[0 14 7] 



ttHBWU) 



No. 


*§£t§fffi 




ra 




tkgf/om* ] 


1 O 


H 


»a 






2 0 


1 1 


H 








70 


1 2 


I 


80—1 00 


12 0 


50 


2 0 


1 3 


I 


8 0—100 


1 20 


50 


70 


1 4 


J 


7 0— 9 0 


1 00 


50 


2 0 


1 5 


J 


7 0— 9 0 


100 


50 


70 



[0 14 8] 



[«6] 



mmw- 10-1 2472 



(li) 



19 



20 

CttttWD 



No 

J1U* 


(BH) max 
[MGOe] 


* IS 

[g/cm* ] 




rkrf/ian 2 1 




1 0 


8. 2 


5. 70 


7. 7 




50 


1 1 


9. 1 


5. 85 


5. 27 


3. 86 


200 


1 2 


8. 0 


5. 67 


8. 18 




50 


13 


" "9."0 


5.8 2 


5. 7 5 


3. 9 1 


' 200 


1 4 


8. 2 


5. 73 


9. 51 




50 


1 5 


j 9. 2 


5. 90 


6. 83 


4. 01 


1 5 0 



[0 14 93 S6jfc&9J&*>fc«fc3K. Ig^WIltLT 
»W{te»»fcfflV»fcJt««©«5 (U->^No.- 1 0 
-15) Ttt, j£ffi*EE££2 0kgf/mm2 £Lfcfc*fcaj 
IfcOCi. J$J&E;*j£7 Okgf/mm 2 tUctttfe. S 

[0 1 5 03 iJ->^;UNo. 1 0~1 5©#15l:ol/5 

t. JtwmiBvnTmmK&M (semj sjmbu 

[0 15 13 Sfc, fifc»EE*£2 Okgf/mm 2 tltif 

J:<5T?«n^»^7 5'^S^i;fcfc*&, IE5ifc$SMl$3£S 
©ffl5fe&«T*&J&>ofc. — l«»ff**7 0 kgf/mm2 

tufciSKtt, «*to*©»iii»Si#j&»iiin. ^ntcj; 

[0 1 5 23 (HiS^J2) TEO«5»*tlS^»Jfi 



triEJwao^fflrticjteauTaiB+TEEiBriEJiJ (ami* 

T, #±JiJK>H«5 (U">7 r ;PNa 16-19) £S 
[0 1 5 3 3 • *j£ 



Sm-CoS®E©* : Sm (C obal. Feo. 32C u 
0. 06Z ro. 016 ) 7. 8 • 9 5 - 0wt% 
^BJMtt^lig : PPSmfig, 4. 2wt% 
mt®5±M : t H5i?>*»ft;l&ih»J. 0. 8wt% 
: VSig£«fcfl!lr>-aB<&. 

[01543 urn-. &mmmm*&m. 

[o 1 5 53 mm mm) -.mmm^mwii^miz^D 
0. 8m<om\zm&. 

[0 1 5 63 m»: fet«5^IC8AL. Bf5e©J*» 
fift (*l©SflE) ClBSftUfctCl^T. Stffii (1 5 
kOe ) *WinLfc*«&iiOlBfc#bfc. 

[0 1 5 7 3 ^?&att3 2 0t, J$^JE^«2 0 kgf / 
nun 2 i b/io 

[0 1 5 8 3 : lnffitt«**j*U-3t)|»JEaK (ft 
2©iSg) 1 5 CC^T^JJU SS5£E«S6»C*»*T 

[0 1 5 9 3 ft^SttS^t Ltco 

[0 1 6 0 3 *DBET^T©»»3iStt5'C/g>o 

[01613 J&JB^MK : fi## (Kg 1 1 mmX$| 8 mmx 

(2 0mm£xj?£ 3mm) (ttttg)3£a£J8) 

SSX^I^-fcffllDiax ) , «Jt, MUM® 

fc. ft*, #a@©I¥ffi#tttt, *««ltB*T?* 

So 

[0 16 23 
[«7] 



*SH¥ 10-1 2472 



(12) 

21 22 



No. 


ana 




is! e& 

[rpm] 


jq m s 


1 6 




1 70—3 20 


100—250 


3 Okg/hr 


1 7 




180—300 


1 0—1 00 


5 kg/batch, 1 5min/batch 


1 8 




180—3 00 


2 0—100 


1 0 kg/batch, 3 Omia/batch 


19 


KCK 


17 0—320 


" 2 0— 8 0 


' "2 Okg/hr 



[0 16 3] 



* * [*8] 





(BH) max 


& IS 






it 6 14 


No. 


[MGOe] 


[g/cm» ] 




[kgf/mm 2 ] 




1 6 


15. 2 


6. 63 


0. 65 


8. 14 


> 1 000 


1 7 


1 5. 5 


6. 65 


0. 35 


8. 23 


>1000 


1 8 


14. 9 


6. 6 1 


0. 95 


8. 09 


> 1000 


19 


1 5. 3 


6. 63 


0. 65 


8. 1 9 


>1 000 



[0 16 4] *8^e.^f,Mi^l;, #5B0!KJ:*# 
±gi#>h*GB5 (.-y-y-JMo. 16-19) tt, H-rn 
*>. a?l**«lX«Ti:ll<, HB53i«» 

[0 16 5] 1f>7 p ;i/No. 1 6~1 9(d§ffit 

tj^r. wiBtra^sfcm^aw*** <sem> 30 

[0 16 6] «*B«X*;i/3r-SI (BH) max fl» 

[0 16 7] (Jt««2) TIE(Da5©*<hig^»fli 

U «±!K#>F«5 (t^T^No. 2 0, 2 1) £§S 

[0 16 8] • $J5£ 

Sm-Co^fi&5$}5|S : Sra (Cobal. Feo.32Cu 
0. 06Z ro. 016 > 7. 8 » 95. 0wt% (t^T^No. 2 
0) , 96. 0wt% (-y->y;l/No. 2 1) 
»p»Btt«Jli: PPSWJfi. 4. 2wt% df>y;i/No. 
2 0) , 3. 2wt% (1j->-7Mo. 2 1) 
KflsWlkSI : k K55?>*K{t6&JkaU 0. 8wt% 



[0169] figJ^ : B£**&SHc»AU WffeO&M 



50 



fiS(CjPl^brc<h-5T. (1 5k0e ) ^BUnlx 

[0 17 0] fie»SAB3 20t. J&PJE*J«2 Okgf/ 
[0171] ^ : SSI 5 CC^T^U 

[0 17 2] imftmz&fttisit. 

[0 17 3] tft&m&fc5X:/&. 

[0 17 4] j&gaJEMX : \g.j5& (Ml lmmx«8mmx 
ifi5^7mm, iB5$*I^d^@B^|fi]o ) 
¥*«M* (2 Omm^xjp;* 3mm) (mM&}&mmi£m) 

•y->y;PNo. 2 o&<trj2 loasn ^-fnt, 

[oi7 5] js^anfcas^c^Ha*^* (se 

[0176] ±ifibfc«fc5ic, •y->7 p ;i/No. 2 0 
[0177] (mmm3) tib©$5$* (2 a) t«s 



10-1 2472 



(13) 



23 



»»LT. #±«#>H«S (-3->yjPNa 2 2-3 
[0 17 8] • flfjft 

Sm-C o56fiB58M5 : Sm (Coo. 672 Fe 0. 22 Cu 
0.08Z r 0.028 ) 8. 35« 7 0. 5wt% 
Sm-Fe-NJg»5©*: Sm2 Fei7N3 . 2 3. 
5wt% * " " 

SRliTHttttll : #U75 FWJB (ffo>l 2) . 5. 
0wt% 

RfcHFlLfli : 7iy.-;HR»fl;l»±«l. 1. OwtX 

[0 17 9] 2ttj9ffiSftttfcJ:Qett. JS«» 

gttl 5 0 — 3 0 0*0. 

[0 18 0] 0 0-3 0 Orpm . & 

IKftMl 0# 

iStt (CEfi) :H**»»tiHRt±0S9l:*tli* 



24 

[0 1 8 1] : tt««*-ro«03EF*-CffcS!CaA 
U 2 2 0*0 (JBlfiDjftflE) KftlJRb&fcllST. was 
« (1 5k0e ) fc8HniLfcj&»&iiiiffij£#U;fc. &&J£t) 
til 0kgf/mm2 tUfc. 

[0182] : lHIBEttttS«»L-3:3|*ffifiit (ft 

2<D}&g) i o or:*T»aiL. -y->7;u£ix9ffib 

■ [018 3] $}®-%mz*tfsiivtzo ' 
i [0184] taETfitm-v0>r&$mB{.\* 2 0 *c/g>. 

[0 18 5] jsfcJBffiJiM* : (Hi 5mmxJ¥£ 

2. 5mmXjf5£ 5mnu S;£;£|S]j&*i2|6]>&|fi]) 

[0 18 6] 
[*9] 

(fgfiKS|3) 



No. 


tm [mm] 


[mg] 


[g/cm 8 ] 




n ^ 

[am] 


22 


2 


1073 


5. 78 


0. 30 


4. 95 


23 


1. 8 


1075 


5. 78 


0. 30 


4.9 6 


24 


1. 5 


1077 


5. 78 


0. 30 


4. 97 


25 


1 


10 79 


5. 78 


0. 30 


4. 98 


2 6 


0. 5 


1 083 


5. 79 


0.12 


4. 99 


2 7 


0. 1 


1 08 1 


5. 79 


0. 12 


4. 98 


28 


0. 05 


1080 


5. 76 


0. 64 


5. 00 


29 


0.0 1 


1075 


5. 72 


1.33 


5.0 1 


30 


0. 007 


107 1 


5. 68 


2. 02 


5. 03 



m fiffissBLtmzit- n= 1 o<m*m 



[0 18 7] «9*»&9!&J&»fc.fc"5C. &^(D^<D 

mafio. oi~2B©iiT»4i^i:it m&Q?im 

(1SSBTF) i, *lr (^«g*M#±5/l 0 

0mmWl*3) hmtrt^Z. £#T#fc. w 
[0 18 8] (mmm4, tfct^M 3 ) TE©«E»*fc 

^bt, *±«#>l««5 (•y->7 P ;i'No. 3 1-4 
[0189] • #!£ 

Nd-Fe-B^5ti>* : N d 12. 6 F e 69. 3C o 12. 0 50 



B6. 0 Z r 0. l . 9 7. 0wt% 
J»"Tffltt»IS: ai^OA^fcttF, ft* 1. 5wt% 
BS^bB&jhJW: tH^^^K-ffcB&ihffl, 1. 4wt% 
MflHRh^J'J^Beffia, 0. lwtX 

[0 19 0] £|ft : 2«lifffi?g^t8trct0jgSo igSSffl . 

Stti 5 0 — 3 5 or, 

[0191] **'J:i-lHE»l 0 0-3 0 Orpm . S 
«II*IW5#- 

igS (»SC) J: 0¥J%tfc«O. 

3mmO)fSiHPS. 

[0192] : SttfljS&fflKiftAU « 1 0 IC^ 
-Tfi£i*fi« (ftlCDi&g) fcinfl&bfcfcCST?. 7/7 
)Vmm (1 5k0e ) £aUniLfcJ&«&ilOEEJ*»b&. 
£E*ttl 5kgf/min2 tLfe. 

[0 19 3] Jfr# : JnffittBSrHftl'O-SllSffiSS (SSI 



15 §8 ¥ 10-1 2472 



(14) 



25 



2<DUS) 1 0 O'CtT^l, R£JEt£2£>t;:3?ffi£T 

[01943 ftnismzfcifctvtzo 

[0 19 5] J)OJET^TCD^ji^« 3 0"C/f*. 

[0 19 6] fifcJg.SftM* : P3«»tt W@<i>2 Ouunxrt 
g<J> 1 8mmXil5$ 5mm, l^£-j;fi)lz1jal£) 

( 2 0 mm£ xjf£ 3 mm) (tttttt&A8H£ffi) 
»&ftfc#±Si#>l < «5 (&%0y4 :iJ->7';WNo. 3* 



26 

*2~3 6, 3 8~4 2, it$S0iJ3 : it>7 P Jl'No. 3 1, 
3 7) fc-3lr»T, ttftttffi (BH) 

max ) , mm, ^?L^. mwtm&mzffi^tzt c^. t 

[0197] 
[* 1 0 ] 



No. 






(BH) max 
[MGOe] 


m m. 

[g/cm a 1 


ffi JL * 
[96] 


[kgf/mm* ] 


3 1 


A 


130 






m&m 




32 


A 


150 


1 7. 0 


6.2 1 


2. 52 


5. 1 0 


33 


A 


180 


17. 5 


6. 28 


1. 42 


7.10 


34 


A 


200 


1 8. 2 


6. 34 


0. 48 


7. 70 


3 5 


A 


300 


17. 8 


6. 3 2 


0. 79 


7- 6 1 


36 


A 


360 


16.2 


6. 32 


0. 79 


7. 55 


3 7 


F 


1 60 










38 


F 


190 


16. 9 


6. 36 


2. 70 


8.10 


39 


F 


2 50 


1 7. 5 


6. 44 


1. 48 


9. 25 


40 


F 


300 


1 8. 0 


6. 50 


0. 56 


9. 78 


4 1 


F 


3 50 


1 7. 6 


6. 50 


0. 56 


9. 6 5 


42 


F 


400 


15.5 


6. 50 


0. 56 


9. 60 



[0 19 8] 

-4 2 (H 



1 0 4 , ©-y->7 p ;UNo. 3 2 — 3 6, 3 8 
4) ©i^t:, j$&fiftdfft£ttllB<Z)m 

[0 1 9 9] •y->7 p ;UNo. 33~36. 40, 4 

[0 2 0 0] nnC*fU •9->7 p ;PNo. 3 1. 3 7 (it 
fe^J3) ©cfcSC, j£&^tfg£-flMB©9R£&&ft* 

[0 2 0 1] (*16«5, Jfc««4) TEO«5©*t 

is^iiriB (j»niaitt»re) tssjnaiisfi^u 

■PfeiLT, #±SW?>K«5 W>y;UNo. 43-5 

2) ^Sitbfco urnfes 
[0202] • m& 

^y*MiNd-Fe-B*«5t&* : Nd 5 . 5 F e 66B 



50 



18. 5 Co 5 c r 5> 9 8 - 0wt% 

8&nJStt8MI : SI *©A£;£ttG, 1. 0wt% 

BMbK»±JW : t F7 5?>*Kfl;l»±a' 1 . OwtX 
[0 2 0 3] SI* : 2M#mSMfll(cJ:0£tt. MMU 

sai 5 o~3 5 cCo 

[0 2 0 4] 7i"Ja- [UtegCl 0 0~3 0 Orpm . jg 

tKi$m 1 0 » 

mm. mm) ■.m.m.m^m^t.^m^z^'o^m.mo. 
[0205] $m •. fi***4it8xu. mfenim 

ft. f&MUSlt, 2 0 0*C (WJBA) *5<fcrj3 0 0*C 
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